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Complete Engineering and Manufacturing 


of PLATING RACKS 


Quality designed plating racks for Jet-engine parts. You can count on our t 
valuable experience to help solve your plating rack problems. One rack or a P 
thousand — ‘Special jobs are Standard.” Write for information regarding ‘ 
our complete Engineering Service. t 
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OBSERVER 
i” and Does from lilie Vlation’s Capitol 


» Assistance to the hard-hit nickel platers was rranted on Sept. 3rd by NPA, in 
amending Schedule 1 of order M-80. They are now permitted to use nickel ina 
"strike" up to an average thickness of 0.0005" for a protective coating under 
electrodeposited chromium on articles where such use heretofore was prohibited. 
This action, however, will not involve any additional allocation of nickel anodes 
or chemicals to the electroplating industry, NPA said. 

g « Members of the Stainless Steel Industry Advisory Committee were told last 
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month by officials of NPA that the supply situation for nickel is unchanged and 
any relaxation of controls on nickel is not likely, at least during the next 
year. However, it was also announced that, beginning with October, authorization 
for the purchase and use of all allocated alloying materials, which includes 
nickel, will te issued covering three months instead of on a monthly basis. 
« Secretary Sawyer recently instructed Department of Commerce economists, work= 
ing in conjunction with the Committee for Economic Development, to produce by 
January 1, 1953, a study of markets prospectively available when present defense 
production levels off. 
- Requirements for reporting ceilings on certain new chemical specialties, 
such as cleaning and electroplating compounds, which are mechanical mixtures, 
have been simplified for manufacturers, the Office of Price Stabilization an- 
nounced a few weeks ago. 
. Copper ceilings were raised nearly h¢ per pound on Sept. 8th when the Govern- 
ment authorized manufacturers to pass on recent ceiling-price increases to dis- 
, tributors. Wholesalers and retailers automatically may pass them on to consu- 
mers and add their pre-Korean percentage mark-up. 
- The American Zinc Institute, worried about substitution for zinc, which is 
still being urged in Washington, points out that the availability of zinc is 
assured in the near and long-range future, and that zinc is no loner classi- 
fied as a critical and scarce material. 
« Aluminum and copper inventory curts have been eased. NPA authorized accu- 
mulation of 60-day inventories of aluminum and copper controlled materials dur- 
ing the fourth quarter of 1952 in an amendment to CMP Regulation 2, the inven- 
tory order. 
« According to a CMP amendment, any person may acquire foreign and used steel 
to produce Class A and B products without charging same against his authorized 
allotment. 
- Inventory controls were removed from a numter of chemicals during Sept., in- 
cluding polyethylene and sulfuric acid. This reflects the change in the supply- 
demand situation. 
Members of the Selenium Rectifier Stack Manufacturers Industry Advisory Com- 
ittee have told officials that continued tightening of selenium supplies in 
ne face of military requirements may mean reduced quantities of rectifiers, 
‘ter hearing the government report that demand for selenium of all zrades will 
probably outstrip supply for an indefinite length of time. 
Controls on second-quality steel have not been relaxed and this type of 
steel is still subject to all the regulations of a CMP material. Any steel that 
is not prime steel comes under this category. 
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There’s plenty of reserve capacity, more 
than enough for all your needs. And take 
a look at the acid and alkali resistant 
coating on these oversize transformers 
and selenium stacks—that’s real assur- 
ance of dependable long life. But that 
isn’t all. Those connections from the 
transformers to the selenium rectifiers are 
so flexible that floor vibrations can’t pos- 
sibly loosen the cell connectors. And for 
ventilating, the chimney effect produced 
by drawing clean cool air through the 
cabinet cuts the danger of overheating. 
These advantages are built into every 


H-VW-M rectifier—the ones you see in 
these crates ready to be shipped—and 
those in service all over the country. 
They’re built to last for years. 


Durable, dependable rectifiers are only 
one of the many results of H-VW-M’s 
constant progress in electroplating devel- 
opment for more than eighty years. It’s 
a continuous policy, best summed up in 
H-VW-M Platemanship . . . your work- 
ing guarantee of the best that industry 
has to offer—not only in rectifiers—but 
in every phase of plating and polishing. 


@® ss29 


this oversize rectifier transformer 


is typical of HVWM extras” 


Your H-VW-M combination— 

of hg eamost modern Jesting ~— HANSON-VAN WINKLE-MUNNING CO., MATAWAN, N. J. 
—of over 80 years experience PLANTS AT: MATAWAN, N. J. © ANDERSON, INDIANA 

in every phase of plating and SALES OFFICES: ANDERS * BOSTON * CHICAGO « CLEVELAND 
polishing—of a complete DAYTON © DETROIT * GRAND RAPIDS * MATAWAN © MILWAUKEE 
equipment, process and sup- NEW HAVEN © NEW YORK © PHILADELPHIA © PITTSBURGH 
ply line Sor every need. ROCHESTER * SPRINGFIELD (MASS.) © STRATFORD (CONN.) © UTICA 





INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES + EQUIPMENT + SUPPLIES 
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Now It's Legal 


On September 3rd, the National Production Authority finally took a 
long overdue step when it revoked the prohibition on nickel plating of a 
long list of “unessential” items and substituted a limitation of 0.00005” 
average thickness of nickel as a base for chromium on the products on 
Lists A and B of Schedule ] to NPA Order M-80. According to NPA, the 
amendment “recognizes the functional necessity for a very thin nickel 
coating as a base for chromium and places the electroplating industry on 
the same footing of nickel usage as in the vitreous enamel and silver plat- 


ing fields.” 


In other words, NPA has finally awakened to the ridiculous inequal- 
ity of an order which permitted the use of nickel as a base for a silver 
plated tray but prohibited its use as a base for a chromium plated one, 
where the prohibition would definitely result in an inferior product. 
Personally, we never could understand the logic by which a nickel under- 
coat of 0.0001” was considered essential for gold plated jewelry. while the 
same undercoat for a chromium plated badge exposed to the weather was 
prohibited — and we still can’t understand on what scientific basis it was 
decided now that only half as much nickel is necessary under chromium 
than is considered necessary under gold or silver. 


For the benefit of users who dropped out of the nickel market 
because their products were on the prohibited list, we would remind them 
that, for civilian requirements, a user is permitted to order each month 
25°, of his average monthly purchases from his supplier during the 
highest six month period ending June 30, 1949, December 31, 1949 or 
June 30, 1950. Any person receiving less than 100 lbs. monthly of nickel. 
in the form of anodes or salts, can be supplied on the Small Order Cer- 
tification, but others must state that the nickel is to be used for nickel 
striking. The proper statements to be included on the purchase order can 
be obtained from the supplier. 


It should be understood that nickel is still in very short supply and 
bids fair to remain that way, so that permission to order does not guar- 
antee delivery. However, unless an allocation request is made of the sup- 
plier, to be filed by him with NPA. no consideration can be given the 
plater’s requirements if a small amount of nickel should be made avail- 


able for civilian uses. 
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Philadelphia Municipal Auditorium Seen at the 1952 Metal Show 


National Metal Congress and Exposition 
To Be Held In Philadelphia, October 18-24 


(7 1TH Philadelphia as its 1952 meeting place, the 34th 

annual National Metal Congress and Exposition will open 

on Saturday, October 18. The National Metal Exposition held 

concurently will open on Monday, October 20, and remain 
open through the 24th. 

Technical meetings of the American Society for Metals will 
be held at Hotel Benjamin Franklin; the American Welding 
Society at the Bellevue-Stratford Hotel; Institute of Metals 
Division, A.I.M.E. at Hotel Adelphia; Society for Non-De- 
structive Testing at Hotel Sylvania. College alumni luncheons 
will be held on Wednesday at downtown hotels. 

While no technical papers directly concerning the field of 
this publication are to be presented, many of our readers with 
interest in general metallurgical subjects will want to attend. 
The theme of this year’s Congress is “Metal Keeps the Peace.” 
According to W. H. Eisenman, over 400 nationally-known firms 
engaged in either the production of metals, the treatment of 
metals, the fabrication of metals into component parts or prod- 
ucts; or in rendering services to all of these will use exhibit 
space. 

These exhibitors will use 210,000 square feet of floor space 

nearly 5 acres for the display and demonstration of their 
products, equipment or services. In addition, thousands of 
square feet of space have been set aside for special meetings, 
forums, lectures and other activities connected with the Con- 
gress and the Exposition. 

The Exposition is being held at the Philadelphia Convention 
Hall and Commercial Museum, which is near the 30th Street 
Station of the Pennsylvania Railroad. 

The managing sponsor is the American Society for Metals 
with headquarters at 7301 Euclid Avenue, Cleveland 3, Ohio, 

There will be a number of exhibitors of interest to execu- 
tives in the Metal Finishing field. The following list gives the 
exhibitors’ names, addresses of the main office, booth number, 
description of exhibit, and personnel in attendance, where such 


information has been furnished us: 


Acme Manufacturing Company 
1400 East Nine Mile Rd., Detroit 20 (Ferndale), Mich. 


No. 1716 Acme 66” Combination seven-station Indexing 
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and 21 spindle Continuous Rotary Automatic Polishing and 
Buffing Machine as well as Automatic and Semi-automatic Po! 
ishing and Buffing Equipment. A. Losey, R. Wesler, L. Majo 
and George Carlson. 


Alpha Metals, Inc. 
56 Water Street, Jersey City 4, N. J. 

No. 1862—Alpha Tri Core “Leak-Pruf” Acid Filled Solder- 
will be exhibited but this firm manufactures anodes and _ in 
formation will be available on anodes for plating. H. Shonberg. 
Pres.; Hi. Hertzog, Vice-Pres.; P. Tort, Chief Engr.; M. Bovle. 
Field Mgr.; [. Isaacson, Field Mgr.; R. Shonberg, Sales Engr.; 
O. Pessel, Sales Engr.; G. Coleman, Sales Engr.; M. Schwarz 
Sales Engr.; N. Bilsky, Sales Engr.; W. Watson, Sales Engr.: 
R. Janke, Research; R. Keller, Chem. Engr.; F. Disque, Chie! 
Engr.;: F. Morello, Production Mer. 


Alvey-Ferguson Company 
625 Disney Street, Cincinnati 9, Ohio 
No. 530—A full size single stage metal parts washing ma 
chine, in operation, equipped with glass vision panels an 
marine lights to permit internal inspection under norma 
operating conditions. Don Smith, Sales Mgr.; Lee Stigler. Sale 


Engineer. 


American Platinum Works 


231 N. J. R. R. Ave., Newark 5, N. J. 
Anodes. 


American Wheelabrator & Equipment Corp. 
Vishawaka, Ind. 


No. 1749-—Wheelabrator Cabinet used for cleaning eylindri 
cal metal parts. Will also have a showing of typical meta 
products before and after Wheelabrator and Liquamatte clean 
ing to demonstrate the surface finishes obtained. 
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Bsi:cr & Co., k::c. 
113 Astor Street, Newark 5, N. J. 


», 1210—Platinum Laboratory Ware: Wollaston Wire. M. 
Waller, I. W. Sheppard, M. H. Muller, D. H. Oberreit, 
EK. Crane, W. A. Moorhouse, F. L. Damarin. 


G. S. Blakeslee & Co. 
844 - 52nd Avenue, Chicago 50, Ill. 


o. 540-—Liquid Vapor Degreasing Machine in complete op- 
ition. This machine is being fabricated at the present time. 
H. Fryer, R. B. Thompson, J. R. Cessna, S. E. Maynard, 
R. Foy, C. D. Underwood, C. G. Lindberg, H. N. Arnold, 
H. Johnson, M. B. Pickett. 


Detrex Corporation 
P.O. Box 501, Detroit 32, Mich. 


No. 1849--Two new and completely redesigned additions 1 


he Detrex VS series degreasers. Also a VS Jr., a semi-portable 
legreaser for cleaning small and medium sized parts. W. F. 
Newbery, Director of Sales; L. Camel, G. W. Walter. V. L. 
Wilker, S. A. Harris, A. D. Chabot, R. A. Emmett, Jr.. J. D. 
Hamacher, T. J. Kearney, W. McCracken, E. J. Hein, C. R. 
Bauerlein, W. P. Cornyn, R. D. Velsey, D. E. Williard, A. H. 
Harris, W. A. Erek. 


Distillation Products Industries 


631 Ridge Road, W., Rochester 3, N.Y. 


Vacuum metallizing equipment. 


The Diversey Corporation 
1820 Roscoe Street, Chicago 13, Ill, 


No. 646 Diversey #909 soak tank cleaner, Diversey +101 
electrocleaner for brass, Aluminux for control of scale and 
sludge in aluminum etching, Divobond for phosphatizing iron 
and steel prior to painting, and a spray tank of transparent 
lucite plastic will be used to demonstrate Divobond for phos- 
phatizing iron and steel. R. L. Shannon. 


Ekstrand & Tholand, Ine. 


141 Lexington Avenue, New York 17, N. Y. 


Etolizing process. 


Enthone, Ine. 
140 Elm Street, New Haven 2, Conn. 


No. 1867 


Derusting Process. Exhibits of other products and results ob- 


A working demonstration of their new Alkaline 


tained on various samples will be shown including strippers 
for dissolving nickel, copper, silver, tin, lead, zinc, cadmium 
and other metals; Enamel Strippers for removing synthetic 
enamels and lacquers from all types of base metals and _ plas- 
tics; “Alumon” process for plating aluminum and its alloys 
for decorative and functional purposes; Cleaners for metals 
including alkali and emulsion type cleaning materials: Acid 
inhibitors and pickling agents of various types; and Ebonol 
blackening processes for metals including iron, copper, brass 
ind zine.” Dr. Walter R. Meyer, President; J. F. Buckman. 
Executive Vice-President: C. C. Helmle. Sales Manager & 
Vice-President; H. M. Goldman, Technical Service Engineer; 
k. A. Schneiders, Chemical Engineer; J. R. Eisele, Sales 
ingineer; J. H. Shockcor, Sales Engineer. 


General Chemical Div., Allied Chemical & Dye 
Corporation 
10 Rector Street. New York 6, N.Y. 


No, 1019 —-Fluoborate plating solutions and other chemicals. 


Globe Stamping Div’n, Hupp Motor Car Corp. 
1250 W. 76th Street, Cleveland 2, Ohio 
o. 1354 —Tumbling Barrels. R. T. Williams, J. L. Matteson. 
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Hammond Machinery Builders, Inc. 


1600 Douglas Avenue, Kalamazoo 54, Mich. 


No. 1130—Abrasive Belt Grinders, No-Dust Grinders, Polish 
ing and Buffing Lathes. L. N. Albrecht, Dist. representative, 
S. H. Miller, Grinding and Polishing Machinery Manager. 


Handy & Harman 
82 Fulton Street, New York 38, N.Y. 


No. 110—Easy-Flo and Sil-Fos silver brazing alloys in action. 
J. W. Colgan, vice-president in charge of sales: M. W. Town 
send, sales manager: A. M. Setapen, manager: F. T. Van 
Syckel, manager; P. L. Heding, sales engineer: E. E. Tietz, 
sales engineer: G. J. Van Haste, advertising department: D. A. 
Kimber, sales engineer; R. J. Metzler, engineering division; 
\. W. Swift, sales engineer; F. A. Petrie, laboratory techni 
cian: M. C. Robbins, manager: E. H. Smith, manager: W. G. 


Weber, sales engineer; C. D. Coxe, metallurgist. 


Harshaw Chemical Co. 
1945 - 97th Street. Cleveland 6, Ohio 


No. 1420-— Manufacture chemicals, bright plating process but 
this exhibit will be devoted to laboratory and scientific appat 
atus. R. Seaman, Philadelphia Branch Manager; W. E. Smith, 
Detroit Branch Manager: C. G. Chandler, Pittsburgh Sales: 
R. Beck, Philadelphia Sales; R. Klein, Philadelphia Sales: F. 
Luechesi, Philadelphia Sales; D. Miller, Philadelphia Sales; 
J. M. Manypenny, General Sales Manager. 


E. F. Houghton & Co. 
303 W. Lehigh Street, Philadelphia 33, Penna. 


No. 724 —-A new “cold cleaner” consisting of a two-phase 
combination of Houghto-Clean No. 439 and Houghto-Clean No. 
140, operated in power washers at room temperatures, and 


Houghto Black. D. C. Miner. 


International Nickel Company 


67 Wall Street, New York, N. Y. 
Nickel, Monel Metal. W. H. Prine. 


Kelite Products, Ine. 
2917 Terminal Annex, Los Angeles 54, Calif. 


No. 1260—Kelite’s “No. 28,” solvent cleaner; non-flammable, 
non-toxic, non-explosive, harmless to personnel; specimens dis 
played showing the paint bonding qualities of Kelite “Keykote,” 
a powdered phosphatizing compound for non-ferrous metals 
prior to painting. T. Rawlings; William Sorensen, Vice-Presi 
dent; John Emala, Sales Manager: Robert Freeman. Service 
Engineer. 
Knapp Mills, Ine. 
23-15 Borden Avenue, Long Island City 1, N.Y. 

No. 808—-Lead Lined Tanks, Coils, Pipe, Fittings, Valves, 
and the Ferrolum Lead Clad Steel and the Cupralum Lead 
Clad Copper Anode for both decorative and hard chrome 


plating. James H. Ewing, Robert E. Leonard, John E. English, 
Alfred P. Knapp. 


Kold-Hold Mfg. Co. 
735 EF. Hazel Street, Lansing 4. Mich. 
No. 1462——"Platecoils” (replaces pipe coils) manufactured 


from stainless steel and other allovs. Mrs. L. S. Worthington 
C. P. Yoder, J. R. Tranter, C. Glennon, R. Roland 


Metal & Thermit Corporation 
100 East 42nd Street, New York 17, N. 


No. 430 M & T tin chemicals and anodes for immersion 
tinning, electrotinning, and liquor finishing. F. J. O’Brien, 
President; J. B. Tinnon, Vice-President: W. C. Cuntz. Dis 
trict Manager: R. T. Brown, District Manager: N. F. Kiernan. 
District Manager: C. D. Cooper, District Manager: MM. | 
Smith, Advertising Manager: H. Buchanan, Chemical Sales 
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Mid-West Abrasive Company 
Owosso, Michigan 


No. 1024—Coated and solid abrasives and abrasive special- 
ties, together with an actual belt sanding operation and a 
honing operation set up in their booth. R. J. Foresman, Vice- 
President; P. B. Palmer, Chicago District Manager; D. F. 
McDonald, Coated Abrasive Field Engineer; G. R. Atkinson, 
Honing Stone Engineer; H. Breedlove, Abrasive Engineer; 
L. Hartman, Sales & Advertising. 


National Research Corporation 
70 Memorial Drive, Cambridge, Mass. 
Vacuum metallizing process. George W. Carr. 
Oakite Products 
19 Rector Street, New York 6, N. Y. 


No. 1715-—Oakite Compound No. 31, pre-paint metal cleaner 
that cleans, derusts and phosphates in a single operation; 
Oakite Composition No. 60 a material designed to produce a 
heavier, more uniform etch on aluminum; Oakite Composition 
No. 95, a reverse current conditioner for zine die castings, de- 
signed primarily as an electrolytic conditioner in preparation 
for plating; and Oakite Stripper R-6 alkaline material for 
removing oil base paints. J. J. Basch, H. Frohwitter, R. B. 
Potter, R. S. Stebbins, W. M. Bliss, T. M. Christley, H. P. 
Jacques, C. S. Anderson, J. S. Todd, J. A. Seybold, W. G. 
Boaeuf, H. L. Franks, D. H. Evans, J. M. Hite, W. F. Pizoli, 
R. C. Williams, B. T. Fortin, J. P. Melhado, J. J. Hayes, E. G. 
Wolff, L. B. Nerheim, F. W. Lovatt, J. W. Haines, R. J. Colvin. 


Osborn Mfg. Co. 

401 Hamilton Avenue, Cleveland 14, Ohio 

Tampico and fire wheels, brushes. 
Park Chemical Company 

8074 Military Avenue, Detroit 4, Mich. 
No. 312—Park’s Kold-Grip Polishing Wheel Cement, and 
No. 290 Blackening Salt which is used in the finishing industry 
in a water solution as a blackening agent for steel parts. F. L. 
Woodside, President; P. H. Kramer, Technical Director; A. A. 
Wadson, Vice-President; H. D. Kitchen, Secretary-Treasurer; 
{. N. Lynch, Sales Manager; C. R. Foreman, Metallurgist; 
\. A. Aponick, Representative; T. J. Clark, Representative; 
{. Habberstein, Representative; M. J. Vandenberg, Repre- 
sentative; W. P. Woodside, Jr., Representative. 


Parker Rust Proof Company 
2177 East Milwaukee Avenue, Detroit 11, Mich. 


No. 1909 Bonderite— mechanically bonds paint to metal; 
Bonderite—for cold forming of metals; Parco Compound 
quality rust resistant coating; Parco Lubrite—treatment for 
coating metals to reduce wear; Parco Black—corrosion resist- 
ance and jet black color. M. G. Crandell, Eastern Regional 
Representative; E. G. Stone, Eastern Regional Representative; 
S. J. Colvin, Eastern Regional Manager; S. Rutkoff, Eastern 
Regional Representative; M. B. Roosa, Sales Manager; W. M. 
Sennett, Sales Department; H. J. McVey, Manager, New 
Product Division. 


Partlow Corp. 


2 Campion Road, New Hartford, N. Y. 
No. 1577 Control equipment for solution level ete. E. W. 
Partlow, Jr., Pres., J. K. Clark, Chief Engineer, C. W. Pfhiger, 
Engineer, T. P. Owens, Secretary. 
Phillips Mfg. Co. 
3475 West Touhy Avenue, Chicago 45, Ill. 


No. 635 Batch and Combination Model Vapor Degreasers; 
new working model of a Phillips Electric Monorail Conveyor. 


J. M. Bash, President; L. R. Anderson, Treasurer; H. J. Beier- 


waltes, Sales Manager; L. E. Plassmeyer, Senior Engineer, E. 





Crooker, Salesman; J. Dempsey, Salesman; R. Balton, Sa! 
man; H. Burnham, Salesman; H. Lightner, Salesman; 
Hogue, Salesman; B. Rand, Salesman, E. C. Gillilay 
Salesman. 


Production Machine Co. 
Greenfield, Mass. 


No. 1540—Backstand Idler for use with abrasive belts. | 
B. Robinson, Sales Manager; P. H. West, Asst. Sales Manage 
R. A. Cole, Vice-President; C. F. Pickhardt, Treasurer; R. ¥ 
Schwartz, Sales Engineer; H. Sobieski, Sales Engineer. 


Sparkler Mfg. Co. 
Vundelein, Ill. 


No. 1875—Model 8-18 Sparkler Rubberlined Filter; VR-17 
Dual Dise Filter; Model SU-12-6 Sump Type Filter. Gordon | 
Garland, J. C. Sharbaugh, C. J. Yeager, E. S. Anderson. 


The Standard Electrical Tool Co. 
2488-96 River Road, Cincinnati 4, Ohio 


No. 908—Type S2C Speed Lathe for production deburring, 
and polishing of small parts will be in operation; Type 7R\ 
Infinitely Variable Speed Buffer and Polisher and Abrasiy: 
Belt Backstand Idler. B. Holtmeier, Sales Representative; G 
Liefeld, Sales Representative; J. Reid, Sales Representative 
B. Ferguson, Sales Representative; B. Meade, Sales Represent 
ative; B. Dalton, Sales Representative; B. Ferguson, Sales 
Manager; J. Klopp, Treasurer; R. Huhn, Secretary; J. Falls, 
Chief Engineer. 


Frederic B. Stevens 
1800 - 18th Street, Detroit 16, Michigan 


\ large exhibit featuring a Stevens full automatic barrel pla 
ting and processing machine in constant operation. 30, 45 and 
50 calibre shells will be passed through the various phosphat 
ing cycles. Carl B. Anderson, Advertising Manager. 


Topper Equipment Co. 
120 Central Ave., Clark Township (Rahway), N. J 


No. 1351—Standard vapor degreasing equipment. Melvill: 
Morris, President; Kenneth Hirtle, Chief Engineer; Mauric: 
Gradman, Sales Engineer; Benjamin Manelis, Sales Engineer: 
Charles Curran, Sales Engineer; Geo. Angrave, Sales Engineer: 
Geo, Angrave, Jr., Sales Engineer. 


Torit Mfg. Company 
292 Walnut Street, St. Paul 2, Minn. 


No. 1881-——Unit type dust collectors, for grinders, polishing 
machines, woodworking applications. Stanley Pollnow, Assist 
ant Sales Manager; W. O. Kellogg, District Representative: 
J. O. Achenbach, Associate Representative; R. C. Gray, Asso 
ciate Representative. 


Turco Products, Ine. 
6135 8S. Central Avenue, Los Angeles 1, Calif. 


No. 1028—-A group of five new Turcoating materials which 
deposit phosphate coatings on metal surfaces to improve ad 
hesion of paint or other organic finishes. A. Simbro, District 
Manager; T. Few Brown, District Manager; Vernon Bragg 
Assistant District Manager; J. J. Hart, Metal Processing Divi 
sion Manager; G. Rice, Process Engineer; L. Nelson, Dy/Chek 
Coordinator; C. F. Devine, Public Relations. 


Udylite Corporation 
1651 E. Grand Blvud., Detroit 11, Mich. 


No. 220 -A Udylite automatic load and unload conveyor in 
operation and a Junior Full Automatic for zine plating in 
operation. This large unit which also contains a washer and 
dryer will fill a space 384 feet by 134% feet and is capabli 
of producing 100 racks per hour. John V. Davis, Chief Engi 
neer will be available along with a staff of Udylite engineers 
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shromium-and-Glass High-Temperature 
Coatings for Molybdenum 


| ECAUSE of its high melting point (4750°F.), 

molybdenum offers possibilities for use in aircraft 
et engines. If molybdenum is to be used at jet-engine 
temperatures, however, it must be protected from rapid 
‘xidation. 

The National Bureau of Standards has recently con- 
ducted a study of protective coatings for molybdenum 
composed of chromium and frit (glass). Results indi- 
cate that such coatings greatly extend the useful life of 
molybdenum at high temperatures, giving better pro- 
tection than either chromium or ceramic coatings 
alone. Various chromium-frit coatings were bonded to 
molybdenum specimens, then subjected to oxidation 
tests under tension in the range 1500° to 1800°F. and 
to flame tests in the range 2000° to 3000°F. At tem- 
peratures of 1500° to 1800°F. the coated specimens 
lasted for LOOO to 3000 hours. At 2800°F., with no 
applied load, protection for as much as 7 hours was 
attained, enough to be valuable for some applications. 
(he investigation was conducted by D. G. Moore and 
associates of the NBS enameled metals laboratory. 
under the sponsorship of the National Advisory Com- 
mittee for Aeronautics.! 

The present NBS study is one phase of a continuing 
program for development of ceramic protective coat- 








gure 1. Apparatus for flame-testing coated molybdenum speci- 

ens at the National Bureau of Standards. Specimen surface tem- 

‘ratures, which ranged from 2000° to 3000°F., were observed by 

eans of an optical pyrometer (right of center) Chromium-frit 

atings were found to add substantially to the life of the 
molybdenum. 
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Figure 2. Photomicrograph of molybdenum specimen coated with 
glass seal-coat M-13 on top of chromium-frit coating M-39. The 
specimen was subjected to thermal shock for 25 cycles from 
1800°F. prior to sectioning. The glass seal-coat apparently tended 
to seal thermal-shock cracks that developed in the base coat 
Top (dark gray) layer: plastic mount. Second (narrow black) layer: 
glass sealcoat. Third (variegated grey-and-white) layer: chromium- 
frit coating. Fourth (narrow white) layer: diffusion layer. Bottom 
(near-white) layer: molybdenum. (X150, etched in nitric acid.) 


ings for metals and alloys. This NACA-sponsored pro- 
gram has resulted in several successful NBS coating 
formulations that are now in regular commercial pro- 
duction. 

In this new study. molybdenum specimens were first 
coated with one of several powdered chromium-bearing 
base coats. which in some cases also contained some 
frit (glass). After firing of the base coat. in either a 
hydrogen or an argon atmosphere, a ceramic seal-coat 
containing no chromium was applied to some of the 
specimens. Test results indicate that the most durable 
coatings resulted from application of a glass-free chro- 
mium base coat. followed by a glass seal coat. Addition 
of a third coat. consisting of lower-melting glass. re- 
sulted in a coating showing the highest durability of 
all those investigated. 

Microscopic examination of sections shows that the 
chromium of the base coat has a somewhat porous 
structure. formed by the diffusion-welding of the chro- 
mium particles to each other and to the molybdenum 
base. The glass is subsequently absorbed into this struc- 
ture during the firing of the seal coat. Although ther- 
mal strain and rapid creep tend to cause cracking of 
the coatings. adhesion is excellent and the glassy layer 
tends to reseal the fissures, so that cracking does not 
result in rapid failure. 


'This NBS study is reported in detail in “Study of Chro 
mium-Frit-Type Coatings for High-Temperature Protection of 
Molybdenum.” by D. G. Moore, L. H. Bolz. J. W. Pitts. and 
W. N. Harrison, NACA Technical Note 2422 (July 1951) 
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inishing Magnesium 


By John Starr 


LTHOUGH magnesium and its alloys are relatively 

inert when exposed to ordinary atmospheric condi- 
tions, experience in the aircraft industry has proved 
that products comprising such materials must be fin- 
ished for functional as well as decorative purposes be- 
cause: 

(a) Contact with other materials such as steel. cop- 
per, brass, and even wood can cause magnesium parts 
to corrode with exceptional rapidity. 

(b) Particles of numerous types of foreign matter 
can form galvanic couples with magnesium, causing 
the latter to deteriorate. 

(c) Stressed magnesium parts have a peculiar ten- 
dency to corrode in the presence of moisture and other 
media to which the same parts would be inert in an 
unstressed condition. 

Where magnesium parts or materials must be stored 
for a considerable length of time, adequate corrosion 
resistance has been attained simply by giving the prod- 
uct surfaces a brush, dip, or spray coating of 600 W 
mineral oil thinned with kerosene. However, this neces- 
sitated careful cleaning or degreasing and the applica- 
tion of other coatings prior to use of the magnesium 
parts. 

Particular care is exercised in preparing magnesium 
surfaces for finishing operations because surface con- 
taminants. in addition to preventing the satisfactory 
bonding of coating materials, can result in a_ finish 


The magnesium ski 
components of thi 
Consolidated Vulte 
airplane were attrac 
tively finished so a 
to prevent corrosio 
with bake-on enam 
els. 


which will not prevent corrosion. Such preparations 
usually involve: 

(1) The removal of oily matter by washing ot 
vapor degreasing magnesium surfaces with chlorinated 
solvents, petroleum spirits, alcohol, lacquer thinners, 
or emulsion cleaners. 

(2) The pickling of magnesium parts with chromic 
or sulfuric acid solutions so as to remove oxides, form- 
ing lubricants. old chemical finishes, ete. Sulfuric solu- 
tions are preferred if the parts have been sand or shot 
blasted. 

(3) The mechanical removal of heavy oxide or 
dirt, if necessary, by wire brushing, sanding, shot or 
crit blasting, ete. 

(4) The use of an alkaline cleaning solution with 
a pH value above 11. This normally follows the use of 


» 








Magnesium stampings are chemically cleaned and _ galvanically 
anodized with equipment of the type shown here at Lockheed 
Aircraft Corp. 
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A Douglas Aircraft worker sand-blasts magnesium coatings which 
will soon be ready for finishing operations. 


one or more of the above cleaning techniques, because 
an alkaline solution will remove the residue of previous 
chemical treatments. A typical alkaline solution, which 
can be used either as a soak or electrolytic cleaner for 
magnesium, comprises 4 ounces of trisodium phos- 
phate, 4 ounces of sodium carbonate, and 1/10 ounce 
of soap per gallon of water. 


Chemical Treatments 


Protective chemical treatments are used to prevent 
damage to magnesium products if they must be handled 
to any extent prior to the application of finish coatings: 
also, for certain decorative finish effects and to facili- 
tate the adhesion of organic coating materials. The 
purpose of these treatments is to build up a passive 
layer on magnesium surfaces in each different circum- 
stance. 

Where magnesium materials or 
shipped before they are finished, the passive layer is 
chemically produced at room temperature with a solu- 


parts must be 


tion comprising 1.5 lbs. sodium dichromate and 1.5 
pints of nitric acid per gallon of water. Materials are 
immersed in the solution for a maximum period of 
‘wo minutes, drained for about 5 seconds, rinsed in 
cold running water, and dipped in hot water to facili- 
tate drying. The color, luster and etch produced by this 
treatment varies in accordance with the compositions 
if different magnesium alloys and the age of the solu- 
ion. Results of the treatment are considered satisfac- 
ory if the materials have a matte, gray to yellow-red., 
ridescent hue and a pebbled etch. Brown, non-adher- 
nt, powdery coatings are attained if parts are proc- 
ssed with exhausted or inadequate solutions or if the 
irts are suspended too long in open air before they 
rinsed. Combustible powdery-gray coatings are 
AL FINISHING, 
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they 
can be prevented by adding two ounces of an agent 


sometimes encountered in processing castings: 


such as ammonium acid fluoride to the processing solu- 
tion, or by heating the solution to 120°F. and reducing 
the treatment time to about 12 seconds. 

If magnesium parts should have maximum resistance 
to corrosive media such as salt water, the preferred 
chemical treatment involves the use of an aqueous solu- 
tion containing 15 to 20° hydrofluoric acid at room 
temperature. Parts are immersed in this solution for 
about 5 minutes. rinsed in cold running water, and then 
boiled for at least 45 minutes in an aqueous solution 
containing 10 to 15‘; sedium dichromate. Next. the 
parts receive a final cold water rinse and a hot water 
dip to facilitate drying. When dry, the parts should 
have a dark brown to black color. Other colors and 
loose powdery deposits indicate processing deficiencies 
due to improperly cleaned parts. weak processing solu- 
tions, or improper rinsing. 

When it is necessary to avoid dimensional changes 
in chemically treating magnesium parts. a galvanic 
anodize treatment is believed to be best. It consists first 
of immersing the parts for at least 30 minutes in a 
solution comprising 4 ounces ammonium sulfate. 4 
ounces sodium dichromate and !' fluid ounce ammon- 
ium hydroxide per gallon of water at a temperature of 
120° to 140°F. A tank 
cathode during this interval, and the magnesium parts 
are electrically connected with the tank. At least 70 


steel usually serves as the 


ampere-minutes per square foot of anode area are 
required to secure a uniform coating which is nor- 
mally black, if it is properly applied. Gray, non-uni- 
form coatings are obtained if parts have been improp- 
erly cleaned or if solutions are depleted. Parts are 
rinsed in cold and hot water, then dried prior to 
further processing. 

Magnesium parts requiring maximum abrasion resis- 
tance are given a caustic pressure treatment. This con- 
sists of soaking the parts for 5 minutes in a caustic 
solution under 225 psi pressure in an autoclave. after 
which the parts are rinsed and given a hot water dip. 





Properly prepared magnesium aircraft parts can be organic coated 
with conventional finishing facilities, as demonstrated here in the 
North American aircraft plant 
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This causes the magnesium to assume an attractive 
gray or bronze color as a rule, although organic dyes 
can be incorporated in the caustic solution if other 
color effects are desired. 

Electrochemical techniques are normally preferred 
where magnesium surfaces should be simultaneously 
protected and decorated, since many brilliantly-colored 
coatings can thus be applied. A typical process in this 
category consists of treating a magnesium part as an 
anode in an aqueous bath containing lithium hydroxide 
and diethylene glycol. A current density of 10 to 20 
amperes per square foot and a potential varying from 
3 to 8 volts is used for a period of 15 to 30 minutes 
at a temperature of 160° to 195°F. The coating thus 
produced has a neutral hue, but it can be dyed by boil- 
ing the part in a solution containing an organic dye. 

Electroplating is the preferred method of providing 
non-tarnishing metal finishes for magnesium parts used 
within modern airplanes. The parts are first nickel- 
plated, then they may either be buffed for a finished 
luster or top-plated with other metals usually chro- 
mium, cadmium, or zinc. Prior to plating, the parts 
are cleaned as heretofore noted and double-pickled 
first, in a chromic and nitric acid bath and, second, 
in a hydrofluoric and nitric acid bath. The electroplat- 
ing solution is usually a nickel fluoborate bath. 

Where it is desirable to retain the natural luster of 
magnesium, chemically-clean parts are merely polished 
and lacquered. Rough polishing requires the use of 60 
to 100 grit abrasive, a felt or canvas type wheel with a 
6” to 12” diameter, at a speed of 3000 to 5000 fpm. 
Medium polishing is done with a 100 to 200 grit 
abrasive (and a grease stick. if desired) on a set-up 
cloth wheel with a 6” to 12” diameter at a speed of 
1000 to 6000 fpm. Fine polishing involves the use of a 
dry abrasive compound on a loosely-sewed buff wheel 
with any of the aforementioned diameters at a speed 
of 3500 to 5000 fpm. Straight buffing and coloring 
operations respectively necessitate the use of tripoli and 
dry lime abrasives. loosely-sewed buff wheels with 10” 
to 14” diameters or Canton flannel wheels with 12” to 
16” diameters, at speeds of 6000 to 12.000 fpm 
minimum pressures being desirable for the brightest 
lusters. 


Organic Coatings 


Many standard types of organic coatings can be sat- 
isfactorily applied to magnesium surfaces, if the latter 
are properly cleaned and chemically treated. However. 
the best organic coating in any given circumstance 
depends on the operating conditions a product or part 
must withstand. 

Low chloride and low sulfate, zinc-yellow primers 
are usually preferred because they can be strongly 
bonded to chemically-treated magnesium surfaces and 
will provide a satisfactory base for finish coatings if 
applied in thickness of only 0.0005”. Surfacers are also 
utilized where finish coatings of maximum gloss are 
required, but not in other circumstances because re- 
sultant coating brittleness is rarely desirable. Lacquers 
are used as primers where related types of cellulosic 
finish coatings are specified. 

Glyceryl-phthalate and phenol-formaldehyde types 
of spar varnish are regarded as excellent finish coatings 
for primed magnesium parts for seaplanes where ex- 





treme resistance to salt water corrosion is essentia 
Baking enamels are most often used on other aircra{ 
parts which must withstand outdoor exposures, whil 
cellulose-nitrate and non-specular lacquers are mos 
frequently used on magnesium parts for indoor assem 
blics — that is, in areas where the parts will not be ii 
constant contact with dissimilar metals. Hard and sof 
rubber coatings are often used to prevent the corrosio) 
of magnesium due to the proximity of other materials 

In general, organic coatings are thinned and the: 
applied and dried on magnesium surfaces with th: 
same procedures and finishing equipment that would 
be utilized in providing the same coatings for othe: 
metal parts. One or two finish coats over a single coat 
of primer are normally sufficient for indoor applica 
tions, while one primer coating and two to five finish 
coatings are sufficient for outdoor applications. 

Old or worn surfaces can usually be refinished afte: 
a simple sanding operation. Defective coatings are com- 
pletely removed with chemical strippers or by sand 
so that 
further defects can be avoided by completely reproc- 


blasting never with open flames or heat - 
essing magnesium parts or assemblies. 

The use of heat is never desirable in removing old 
coating materials from magnesium alloys, because ther- 
mal distortion and possibly a magnesium fire could 
then be anticipated. Sand blasting is preferred only 
where the magnesium parts have considerable cross- 
sectional thickness and there is no danger of altering 
critical dimensions. 


EVAPORATION TECHNIQUE IS KEY TO 
ADHESION STUDIES 


VAPORATION techniques for the adhesion of 

electroplatings and solders to oxide-coated metals 
and glass have shown great progress at the Engineer 
Research and Development Laboratories, Fort Belvoir. 
Virginia. 

Some metals are difficult to electroplate or solder due 
to poor adhesion to their natural hard tenacious oxide 
coatings. When these coatings are removed new oxides 
are immediately formed. Metals such as aluminum. 
chromium and titanium become coated with an oxide 
film even at room temperature in a vacuum at pres- 
sures less than 10~° mm Hg. Hence, it is desirable to 
secure adhesion to these metals by a process which in- 
cludes their oxides. Excellent adhesion to these oxides 
can be obtained by high vacuum evaporation  tech- 
niques. Evaporated films of most metals that form hard 
adherent oxide coatings can be caused to adhere tena- 
ciously to their own and to other oxides, including 
glass. Evaporated films of some other metals, particul- 
arly gold, silver and copper show poor adhesion to 
oxides. However, a metal of the latter group can be 
made to adhere tenaciously to a metal of the former 
group by high vacuum evaporation techniques. The 
vapors of the two metals can be deposited simultan- 
eously in such a manner as to eliminate the oxide 
coating which normally hinders adhesion. Thus, to 
coat titanium with copper, titanium is first evaporated 

(Concluded on page 73) 
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\ Practical Evaluation of Metallic Coatings as 
Affecting Sensitivity to Stress-Corrosion Failure 


By C. H. Hannon, Metallurgical Engineer, Laboratory-Engineering Department, 


Transformer and Allied Products Division, General Electric Co., Pittsfield, Massachusetts 


fhe failure by breaking of mechanical structures 

subject to stress and corrosion is a common phen- 
omenon. While originally recognized as a weakness of 
the copper-base alloys, experience has disclosed a 
similar characteristic in many other engineering alloys. 

Of particular concern to General Electric Company 
engineers is the operational continuity of electrical 
apparatus and service. An illustration is the significance 
of proper design and application of distribution trans- 
former terminal clamps. With a service background 
disclosing an occasional power transmission interrup- 
tion because of broken electrical bushing terminal 
bolts. the project being reported attempted to evaluate 
the effect of metallic coatings on the bolt member. 


\ sensible philosophy has been expressed by the 


statement. “Save the Surface and Save All.” The con- 
cepts pertaining to stress-corrosion and mechanical 
failures resulting therefrom are based on the fact that 
the progress of attack starts from the surface. The idea 
was therefore suggested that. if a stressed article is ren- 
dered inactive to, or out of contact with. corroding 
media by the application of a coating. the part so pro- 
tected might not fail. 


Testing Program 


Pressure terminal clamps vary considerably. but in 
basic design they all employ a bolt member which 


serves to bring two mating parts together in clamped 





Component parts of distribution transformer pressure terminal clamp. 
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Assembled view of distribution transformer pressure clamp. 


position on the transmission cable conductor. The 
tightening of the bolt transmits a unit stress varying 
with the design and bolt cross-section. It was impor- 
tant. therefore, to choose one test assembly so results 
would be comparable. Figure 1 shows the component 
parts of the assembly which consisted of a 3.”-16 eye- 
bolt (a), the terminal stud (b) which normally would 
be mounted through a porcelain insulating bushing. a 
lock washer (c), and a °.’-16 nut (d). A view of the 
composite assembly is shown in Figure 2. 

The conditions of test imposed a fixed torque load of 
230 in. Ibs. on the eyebolts, using a solid cable 0.128” 
in diameter through the eve. The value of 230 in. lbs. 
has not been standardized in the trade but has been 
used as a criterion of acceptance by several electrical 
equipment manufacturers. This figure appeared to be 


Table I (Mercurous Nitrate ) 


Specimen Coating Result 


a1, ao, ag none failed 
o, bg nickel x 
copper -+- nickel chromium 
tin (1) 
tin (2) 
nickel + tin (1) 
tin (2) 
tin (3) failed 


copper + nickel passed 


copper ee 


3° 


ie silver 
copper +- silver 


I3 
, ke cadmium 


Tin coating flowed 
di = as electroplated 
diffused at 700°C. 


Tabie Il (Ammonia) 


Specimen Coating Result 


41, ao, ag none failed 
b,. be. bg nickel “ 
», C3 tin (1) passed 
o, dg tin (2) failed 
€3 tin (3) 
f. silver 
3 cadmium 
Tin coating melted 
= 4 as electroplated 
diffused at 700°C. 


in excess of the normal load likely to be manually 
applied using a customary 12” wrench. 

\ uniform procedure was followed, embracing ma 
chining of the eyebolts, choice of nuts to constant 
thread tolerance, precleaning and application of load 
to the assemblies by means of a calibrated torque 
wrench. A variable does exist in the test procedure. 
which is dependent on the friction developed between 
the assembled components, and this factor is admitted- 
ly related to the nature of the electroplated metal coat- 
ings. An interpretation of results may therefore bh: 
qualified by a minor error in the absolute stress on the 
eyebolt cross-section. 

The majority of the evaluation tests were conducted 
by immersion in a mercurous nitrate solution pre- 
scribed in ASTM B-154-45, and supplementing tests 
were also carried out by exposing terminal assemblies 
to the atmosphere generated by a standard 28‘( rea- 
gent ammonium hydroxide solution contained in a 
suitable, closed glass receptacle. The duration of im- 
mersion in mercurous nitrate was for a constant time 
of 15 minutes, after which the eyebolts were examined 
for the existence of cracks. Either complete fracture 
or initial cracking was classified as failure, which in- 
variably occurred in the yoke section. Those parts 
which were rated as having passed the test were ob- 
served to have maintained the imposed torque load. 
Because of the nonexistence of a standardized testing 
procedure using ammonia, the period of exposure was 
arbitrarily extended to eliminate all coatings except 
the one showing the longest period of resistance. The 
results are not indicative of a quantitative rating. 

The eyebolts used in the investigation were hot- 
forged from one alloy, the composition of which was 
nominal 91° copper, 7% aluminum, and 2% silicon. 
Previous tests had established the fact that this alloy 
will fail in both a mercurous nitrate solution and in 
ammonia vapor, if critically stressed. 

The metallic coatings applied were composite electro- 
plates of copper + nickel chromium, copper 
tin, nickel 
tin, and single electroplates of silver, cadmium, and 


nickel +- tin, copper ++ silver, copper 


tin. Each metallic element was electroplated to a thick- 
ness of approximately 0.0002”. Special treatments of a 
tin electroplate are indicated by the suffix numbers (1) 
and (3) following Tables I and Il. Three tests as a 
minimum were conducted for each coating, to establish 
a consistent behavior. 
(Concluded on page 71) 
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\nodizing Aluminum With Sulfamic Acid 


Comparison of Sulfuric, Oxalic and Sulfamic Acid Processes 


Sakae Tajima, Yasuyuki Kimura and Toshiro Fukushima, 


Laboratory of Electrochemistry, Tokyo Metropolitan University and Chemistry Division, Metropolitan Inaustrial Research Institute, Tokyo 


Introduction 


6 | LFAMIC acid, HSO,NHz2, was extensively studied 
\/ in Japan by E. Divers. T. Haga and J. Sakurai’ 
about sixty years ago and many of its physical and 
chemical properties were made clear by them. How- 
ever. industrial application of the acid was not devel 
oped as a practical process of synthesis had not been 
established. The industrial application started with the 
success of synthesis of Baumgarten~ in Germany and E. 
1. du Pont de Nemours & Co.* by urea-oleum reaction. 
Recently the commercial production of the acid started 
in Japan by the method of NH3-SOs; reaction developed 
by Shogo Uchida (1942)* and Nitto Chemical Co. 


Before our present research, the sulfamic acid proc- 





hoto 1. Measuring device for abrasion resistance of anodized 
lms. Carborundum particles are falling upon the inclined surface 
of the specimen through glass tube. 
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ess for anodizing aluminum was suggested by W. E. 
Gordon and M. E. Cupery* of du Pont and developed 
by Reynolds Metals Co..° but its details are not known 
to us yet and. in the course of our research. Prof. R. 
Piontelli** of Politecnico di Milano. Italy. wrote to us 
of his Italian patent® concerning the sulfanic acid 
anodizing process. 

In the present paper. the authors studied the process 
of anodizing with sulfamic acid and compared it with 
the sulfuric acid process (Alumilite} and oxalic acid 
process (Alumite)* and with steam-sealing* which had 
been developed by Kujirai. Ueki. Setoh and Miyata 
before the Eloxal process” was established in Germany. 


Circuits, Pretreatment and Testing Methods 


The principle of electrolysis employed for the present 
research was based on the circuit through which ano- 
dizing could be carried out independently in three dif- 
ferent ways. that is. formation by d.c.. single phase a.c. 
and superimposition of a.c. on d.c.. the circuit em- 
ploved by Akira Miyata of the Scientific Research In- 
stitute. formerly the Institute of Physical and Chemical 
Researt h. | okyo. 

The conditions of anodizing are as follows: 

Electrolyte: about 2 L. in a 4 L. beaker 
Cathode: 


{node: 


carbon plate (surface area 1.4 dm*) 

for d.c.. Al plate 1.0 dm= (8 & 6 
0.05 cm.) 

for a.c. or superimposition, 0.5 dm? 
\l plates (8 3 

Electrode for d.c. 8 em. (Al to Al) 

for a.c. LOem. (Al to Al) 

for superimposition 10 cm. (Al to 
Al). 7 em. (Al to carbon plate) 

{nalysis of {1 Fe-0.40% . Si-0.24% . Cu-0.177. Al 
plate used: 


0.05 em.) 


distance e. 


balance. 

Bath temperature was kept constant during electroly- 
sis within the error range of 0.2°C. by cooling with 
a spiral coil or externally heating the beaker. 

Electrolyte was agitated by air (velocity of air was 


0.8-1.0 L. min.). 


E. |. du Pont de Nemours & Co.. Ine Ey 
lished reports, 1936. 
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Sulfamic acid used was “Industrial Grade” and the 
acids of various origins were mixed to secure uniform 
quality. 

The acid concentrations are expressed by weight 
percent. Distilled water was used as solvent and solu- 
tions were prepared fresh for each experimental run to 
eliminate the effect of Al ion. 

Fig. 1 shows the electrolytic circuit employed. A 
transformer with a terminal at the neutral point of the 
secondary coil was applied for superimposition. The 
field resistor of a shunt wound d.c. generator and an 
adjustable rheostat were used for the regulation of d.c. 
current and voltage and an auto-transformer and a 
sliding resistor were employed for a.c. regulation. 

A special transformer designed to eliminate the d.c. 
magnetic flux and to add the a.c. magnetic flux, was 
used in order to measure a.c. current of the superim- 
posing circuit. The pulsating part of generated d.c. 
was filtered. 

Preliminary cleaning treatments of specimens were 
performed in the following way. 

1. Dip for several seconds in warm alkaline solu- 

tion (NasCO., — 30 g.. Na3;PO,-20 g. NaOH 


o) 
30 g. in | L. distilled water) with agitation. 


2. Rinse. 















































Figure 1. Electric circuit employed for anodizing in three different 
ways—d.c., a.c. and superimposition of a.c. on d.c. 
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Figure 2. Change in bath voltage with anodizing time in various 


concentrations of sulfamic acid, d.c., | amp./dm.*, 25°C. 


3. Neutralize and clean in HNO: (Sp. gr. 1.17) 

L. Rinse with distilled water. 

The thickness, abrasion resistance and corrosion re- 
sistance of films were measured by the methods recom- 
mended in “Tests of Anodized Aluminum.” Japanes: 
Industrial Standard (JIS). 
the section of 


specimens with metallurgical microscope and mi 


Thickness: direct measurement of 


crometer eyepiece. 

Abrasion Resistance: measurement of the time (sec- 
onds) required to wear off the films with carbor 
undum particles (80 mesh) falling upon a speci 
men from 1LOO0 mm. height (amount falling 320 

g./min.). See photo 1. 


Corrosion resistance: measurement of the time (se 
onds) required to remove the film with LO‘, 
NaOH solution at 35°C. dropped on a specimen 


\nodized color was inspected with the naked ey: 
under daylight in a room facing south and was com 
pared with the standard color. 


Dyeing test was carried out with three popular dyes 
viz. Direct Black, Lionol Blue and Roccellin Acid. by 
dipping an anodized specimen in their 1‘; solutions al 
70°C, for 1 min. 


Experimental 


(A) ACID 


EFFECT OF CONCENTRATION OF SULFAMI( 


(a) Direct Current Process: 
Electrolyte: 2.0, 5.0, 7.5, 10.0, 15.0 wt. 
HSO.NH. and saturated solution 

Temperature: 25°C. 

Anode Current Density: 1.0 amp. dm.* 

Time: 20 min. 

The change of bath voltage with anodizing time i 
each concentration is shown in Fig. 2. 
-9 j 
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opposite to cathode - 


sath voltage rose steeply to a certain degree in 30 
50 seconds and rapidly dropped, then showed a 
dual increase. Similar phenomena to this voltage 
p at the initial stage had been observed and pre- 
sely studied by S. Setoh and A. Miyata!® with the 
ilic acid anodizing process. 

[he phenomena are considered to be caused by the 
crease of the resistance of the film (at a certain 
int) after the steep increase where dense film had 
en formed. 


With a 2% solution. the voltage held constant after 
ie initial voltage drop and the anode was dissolved 
to the solution with simultaneous formation of the 
im. 


With a 5% solution, pitting occurred after 7 minutes 
inodizing, at the center of the side of the specimen 
- the area of the longest current 
path. After 11 minutes, the voltage suddenly dropped 
ind corrosion also occurred at the edge of the specimen 

this resulted in low current efficiency. Therefore, it 
ippears that low concentration baths were not favor- 
ible for the perfect formation of the film on account 
of anodic dissolution as described later. 


With solutions over 7.5° , a gradual increase of 
voltage was observed after the initial voltage drop. 
lhe more dilute the bath, the greater is the increase of 
voltage rise as shown in Fig. 3. 

For example, with a saturated bath, the difference 
between voltage after the initial voltage drop and after 
20 min. anodizing was 1.8 volts, while with the 7.5% 
solution, it was 8.6 volts. 


Results of the test of specimens are shown in Fig. 4. 

With 2.0 and 5.0% solutions, very inferior proper- 
ties were shown. In these cases, the efliciency of oxide 
formation was low. For example, with the 2.0% solu- 
tion, the thickness of film was only 1.7 microns. So it is 
considered that with low concentration baths, anodic 
dissolution and oxidation took place at the same time. 


D.C.,.1 ed. WE. Meda 
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Figure 4. Properties of films anodized in various concentrations 


of sulfamic acid, d.c., | amp./dm.*, 25°C., 20 min. 
With solutions over 7.5% which made possible per- 
fect formation of the film. no remarkable variations of 
thickness and abrasion resistance with concentration 
were observed and only 
films formed in 15% 


slightly inferior to the other films. 


the corrosion resistance of 


and saturated solutions were 
\bsorption of dye was greatest for films produced 
solution (light brownish gray, Hue 7, 
Luminosity 17-18, Saturation 1). Saturated solutions 
produced nearly colorless films. Affinity for dyes was 
not obtainable satisfactorily with any solution at such 


a low temperature (25°C.) and short anodizing time. 


in the 7.5% 


(b) Alternating Current Process: 
Electrolyte : 2.0. 7.5 and 15° HSO.NH. 
Temperature: 25°C. 

Current Density: 1.0 amp./dm.* 
Time: 40 min. 

Quite erratic fluctuations of bath voltage were ob- 
served with all the above three baths. Rough and eas- 
ily-peeled films were formed and the surfaces were 
covered with white powdery products. Films were so 
porous that water. dropped on a dried film. spread 
rapidly and widely. 

The results of film tests are shown in Table 1. 

Table 1. Effect of Bath Concentration on 


Properties of Films Anodized with 
Alternating Current 


Bath {hbrasion Corrosior Spread of water 
Conc. Resistance Resistance drop on film 
15% wt. LO sec. 13 see. small 
ia” a Ge medium 
| a LO Sie large 
\pproximate (exact measurement could not be made as 


NaOH drop spread rapidly on surface of specimens) 


igure 3. Change of initial and final (after 20 min. anodizing) 
oitage with concentration of sulfamic acid, d.c., 1 amp./dm.-, 


25°C. 


Comparatively good films were obtained with the 
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Figure 5. Change in bath voltage with anodizing time under 


various current densities, d.c., 7.5% sulfamic acid, 25°C. 


15‘, solution, but the films were generally inferior to 


those formed with direct current. Even with a 2.0% 


solution, no local dissolution phenomena of the anode 


took place by a.c. formation. 


(B) 


EFFECT OF CURRENT DENSITY 


(a) Direct Current Process: 


+ HSO3NH. 
5°. 
Total Current: 20.0 amp. minutes /dm.” (con- 


Klectrolyte: 7.5‘ 
Temperature: 2! 


stant) 

Current Density: 0.2, 0.5, 0.75, 1.0, 1.25, 1.5, 
2.0, 3.0, 4.0 amp. /dm.* 

Resulting Time: LOO, 40, 26.6, 20, 15.2, 13.3, 
10, 6.6, 5 min. respectively. 


The changes of bath voltage with anodizing time at 


various current densities are shown in Fig. 5. 
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d.c., 7.5% sulfamic acid, 25°C. 





With any current densities, the voltage drop at ‘\e 
initial stage of electrolysis occurred. The higher ()¢ 
current density, the larger was the increase in both 
With 


amp. /dm.”, local dissolution of anodes took place aid 


voltage. current densities higher than | 5 
perfect and continuous films were not obtained. He: 

at 25°C., a current density below 1.25 amp./dm.- js 
preferable. The results of the test of anodized films ar 


shown in Fig. 6. 

From Fig. 6, it is obvious that the optimum current 
density is 1.0 amp./dm.* and long anodizing with low 
current density such as 0.2 or 0.5 amp. dm.? for 100 
or 40 min. is not suitable in this case. 

It was found that anodizing at 1.0 amp. dm.? fo: 
20 min. was much more satisfactory than anodizing at 
0.2 amp./dm.* for 100 min., as shown by film tests, 
19°), greater thickness, 23°, better abrasion resistanc 
and 50° better corrosion resistance. 
with 1.0 
amp./dm.*. Satisfactory affinity for dyes was not ob- 


Absorption of the dyes was highest 


tained at any current density at 25°C, 
(b) Alternating Current Process: 
Electrolyte: 7.54 HSO;NH» 
Temperature: 25°C, 
Total Current: 20.0 amp. minutes, dm.* (con- 
stant) 
Current Density: 0.2, 0.5, 1.0, 2.0, 4.0 
amp. /dm.* 
Resulting Time: LOO, 40, 20, 10, 5 min. re- 
spectively. 

The changes in bath voltage with anodizing time at 
various current densities are shown in Fig. 7. 

With 1.0 and 2.0 amp./dm.* (resulting anodizing 
time 20 and 10 min. respectively), the bath voltage 
showed no regular increase with anodizing time. and 
frequent fluctuations were observed in voltage and cur- 
rent. It is supposed that formation and destruction of 
films were alternately occurring. The film thereby 
formed was very rough and many dirty spots were pro 
duced on the surface. 
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Figure 7. Change in bath voltage with anodizing time at various 
current densities, d.c., 7.5% sulfamic acid, 25°C. 
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Figure 8. Change in bath voltage with anodizing time at various 
temperatures, d.c., 7.5% sulfamic acid, 1 amp./dm.”. 
formed under the (1.0 

amp./dm.*) were 12 and 2 seconds respectively. 
With 0.5 and 0.2 amp./dm.*, the voltage regularly 
increased and the appearance of the films was com- 


above conditions and 2.0 


paratively good but abrasion resistance were 26 and 
10 sec. and corrosion resistance were 12 and 6 sec. 
respectively, showing bad quality. Moreover, films were 
easily scaled off by bending. 

With 4.0 amp./dm.*, the voltage regularly increased 
for 5 min. and abrasion resistance was 212 sec. and 
corrosion resistance was 18 sec. showing fairly good 
quality but the surface was very rough. 

Affinity for dyes was the same but the finish was not 
satisfactory because the film itself was too rough. 





PRACTICAL EVALUATION 
(Concluded from page 66) 
Test Data 


Table I gives the results of the mercurous nitrate 
tests and Table II, the results in ammonia. Each speci- 
men was assembled under the exact conditions pre- 
scribed in the previous section under Testing Program. 


Discussion of Results 


It is evident from the data in Table | that a coating 
of tin has beneficially retarded the susceptibility to 
cracking in a mercurous nitrate solution for the dura- 
tion of exposure. The diffusion of tin at 700°C. with 
the formation of a copper-tin alloy did not provide 
protection against attack. It appears that the essential 
element is tin, either as electrodeposited or in the state 
if a flowed coating, and that its effectiveness under con- 
ditions of test is solely chemical in nature. A reaction 
between the tin and the mercurous nitrate solution, 
which is sacrificial so far as the tin is concerned, pro- 
cresses during immersion and serves to weaken the 
wtivity of the mercury salt solution. As long as metallic 
‘in remains, a spongelike product continues to form, 
which prevents deposition of mercury on the base 
1952 
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Figure 9. Change in initial and final (after 20 min. anodizing) 
voltage with temperature, d.c., 7.5% sulfamic acid, | amp./dm.>. 
(C) Errect oF Bato TEMPERATURE 
(a) Direct Current Process: 

Electrolyte: 7.50% HSO3NHz. 

Temperature: 12, 19, 25, 35, 43, 54°C. 

Current Density: 1.0 amp. dm.* 

Time: 20 min. 

The changes in bath voltage with anodizing time are 
shown in Fig. 8. 

The higher the temperature, the lower was the bath 
voltage, and the degree of increase in bath voltage was 
greater at lower temperature. This is indicated in Fig. 
9. Since the edge of the anode was dissolved slightly at 
12°C., a temperature above 12°C. is profitable for sat- 
isfactory film formation. 

(To be continued next month) 





metal surface. Tin, in this respect, behaves differently 
than the elements silver and cadmium which, by form- 
ing adherent and wetting amalgams, provide the means 
whereby the mercury may reach the underlying base 
metal. The coatings of nickel and chromium appear to 
be pervious to the mercury salt solution, and the under 
coat of copper provides no barrier. 

More pertinent data appear in Table Il, because the 
tests in ammonia are considered more significant in 
rating the effectiveness of various coatings. insofar as 
atmospheric stress-corrosion failures are concerned. 
While fewer tests were made in ammonia, it is con- 
vincingly shown that tin, as electroplated, does not pro- 
to failure. The fact that a beneficial 
effect is realized with a flowed tin coating suggests that 


vide immunity 


a chemically inactive and impervious coating is the 
logical means of preventing stress-corrosion failures. 
It is also pertinent to observe that the immunity pro- 
vided by tin, in the mercureus nitrate test. is not truly 
significant insofar as service performance of electro- 
plated parts is concerned. It might be assumed that a 
noble metallic coating would be more desirable from 
the point of view of permanency of coating. but the 
obvious conclusion is that continuity of film or absence 
of porosity is ultimately most important. 








Alkali Gleaner “‘Life’’ 


By H. K. Hunt, Ch.E., L. H. Butcher Company, Los Angeles, Cal. 


( NE of the most elusive and puzzling angles of the 
/ metal cleaning art is the question of useful “life.” 
Of course, the first requirement of any metal cleaner is 
that it render the surface both chemically and physi- 
cally clean. The next question that comes to the plant 
superintendent's mind is. “How long will it continue to 
perform satisfactorily before it must be dumped?” It is 
this latter phase of the problem that will be discussed in 
this writing. 

The variable factors involved may be listed as fol- 


lows: 
|. Saponification 
2. Conversion to carbonates 
3. Dirt load 
1. Drag-out 
5. Volume of solution 
6. \dsorption 


It will be noted that the changes occurring in the 
cleaning solution fall into two main categories: viz. 
chemical changes and physical changes. The first two. 
i.e., saponification and carbonation, would be classed 
as chemical effects, while the last four are physical 
effects. 


Saponification 


All metal cleaner operators are familiar with this 
reaction whether they are processing the surface for 
subsequent plating. printing, galvanizing or other treat- 
ments. Any saponifiable or soap forming fats or oils 
present on the work will combine chemically with the 
alkalies in the bath to form soaps. The most active 
alkali present is the caustic soda and this material tends 
to react with the fatty acids and glycerides preferen- 
tially. The saponification reaction is actually a neutral- 
ization of an acid and a base with the formation of a 
salt, which in this case is the soap. The result is a 
partial loss of free alkali and a gain in the solution of a 
surface active agent, such as sodium stearate, sodium 
oleate, sodium rosinate, or some other soap depending 
on the saponifying material. 

Let us balance the profit and loss sheet resulting 
from this chemical reaction. The loss in free caustic 
reduces the electrical conductivity which in turn re- 
duces the gas evolution at any given voltage. A further 
effect of the reduction in free caustic, which particular- 
ly applies to anodic cleaning at high current densities, 





is the danger of anodic polarization. This is caused | 
insufficient sodium ions present to take up the a 
radicals, such as silicates, phosphates, rosinates, et 
formed at the surface of the work. We have alrea 
mentioned the gain in surface active agent which wi 
promote cleaning except. of course, if the soap conte: 
builds up too high it will cause gelatinous solutio: 
and excessive foaming in electro-cleaning baths. Sa) 
onification can cause a further problem in region. 
where hard water is used. due to the formation of i: 
soluble calcium and magnesium soaps which deposit 
on the work as a curd and which are extremely difficult 
to wash off. This latter reaction does not effect th: 
composition of the cleaner in itself, but deserves mer 
tion at this point by virtue of its formation in th 
saponification process. 


Carbonation 


This second chemical change is also a simple acid 
base neutralization. In this case the weak acid is car- 
bonie acid gas (carbon dioxide), present in the air. 
which combines with the stronger alkalies. such as 
caustic soda, sodium silicates, and sodium phosphates 
to form sodium carbonate. Here again the free caustic 
soda is the preferential victim of the reaction process. 
although silicates and phosphates are also subject to 
conversion to carbonates. If an alkaline cleaner is 
allowed to stand for a prolonged period of time it will 
slowly absorb carbon dioxide and will eventually b 
come excessively high in sodium carbonate content. 
This is true even though the solution is not used to 
clean dirty work. It is seen then that, after long periods 
of shut-down, one cannot expect the solution to be in 
the same condition as it was prior to the shut-down. 


In drawing a profit and loss balance, here it may be 
said that there is no profit but all loss. While it is true 
that sodium carbonate in itself will exert some cleaning 
action, it is relatively ineflicient. The electrical resistiv- 
ity of sodium carbonate solution is four times that of 
caustic soda and here again there is a loss of current 
carrying capacity at a given voltage. Furthermore, sod- 
ium carbonate is a relatively poor emulsifier and dis- 
persing agent. Consequently, this property will suffe: 
proportionally to the carbonation occurring in_ the 
solution. It is thus seen that this deterioration results 
in a loss in electrical conductivity, emulsifiability and 
dispersability. 


Dirt Load 


This factor is a physical build-up resulting from the 
unsaponifiable oils and greases and a wide variety of 
solid particle dirt incidental to buffing, handling and 
storage operations prior to the cleaning. The dirt load 
probably limts the useful cleaner life before any of the 
other features reach their permissible limits. It is strict- 
ly a function of the amount and condition of the work 
put through the solution. No one can predict accur- 
ately how long the bath may be operated prior to dis- 
carding it and making a new one. A few remarks, how- 
ever, may contribute towards a better understanding of 
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effect of the dirt accumulation. As work is put 
rough the cleaner solution, oils and greases are emul- 
fied and distributed throughout the bath. Solid par- 
les, such as abrasive grains, dust, dirt, metal chips, 

c., either fall to the bottom if they are comparatively 

arse particles or are suspended throughout the bath 

a disperse condition. 

In the case of the emulsified oils and greases, it has 

lways been thought that a higher emulsifiability clean- 
er that can disperse more of this material would be an 
idvantage. Present opinion has discarded this theory. 
it is now felt that a cleaner which will remove the oils 
ind greases but not emulsify them gives better results. 
by skimming the accumulated oils from the surface 
if the solution with an overflow skimmer, the oil load 
in the solution is kept at a minimum value and there is 
less danger of oil drag-out into the subsequent pickle or 
plating solutions. As to the solid dirt the same reason- 
ing does not apply since it cannot be skimmed off the 
surface. Some is removed by settling, but in general 
this dirt should be dispersed so that the metal surface 
rinses free of all foreign matter. 

In summary, therefore, the cleaner must be kept 
within allowable limits as regards the dirt load for it to 
function properly. When this factor becomes so high 
that the drag-out contaminates subsequent solutions or 
the work cannot be rinsed dirt-free, no amount of addi- 
tions to the cleaner bath will restore it to working 
efliciency. Here again, the limit is set by a slow build-up 
in the bath and not by any “break-down” of the clean- 
er. There is no way to determine this end point in any 
particular application except by experience. It is well 
to make up a new cleaner frequently according to the 
dictates of past experience since these materials are far 
cheaper than the labor lost due to rejects. 


Drag-Out 


This question has less to do with limiting the cleaner 
life than to wasteful extravagance. Of course, some 
work is of such nature that recesses and pockets carry 
out a large volume of cleaner solution, as it also does 
all along the plating line in the pickles, rinses, plating 
solutions, ete. Racking the work to the best advantage 
to give maximum drainage is the only means available 
to keep this loss at the lowest possible value. Periodic 
titration checks should be made on the solution so that 
fortifying additions can be made to overcome this 
waste. It should be mentioned here that heavy drag-out 
removes dirty cleaner solution and if compensated by 
regular additions, tends to oppose the deterioration 
resulting from soap, carbonate and dirt build-up. How- 
ever, this compensation is obtained at the expense of 
increased cleaner consumption and a cost balance must 
be determined by the operator comparing the increased 
cleaner life against the amount of additions required. 


Solution Volume 


This factor pertains to the relationship between area 
of work cleaned and volume of cleaner solution. The 
larger the volume of solution for any given work load 
the longer it will require to overload it with dirt or 
grease. Conversely, a tank that is too small will very 
quickly reach its limit in dirt tolerance and too fre- 
quent dumping of the solution results. There is no 
fixed numerical value for this relationship. It might be 
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argued that the cleaner solution cannot be too large, 
but in the interests of dimensional economy it would 
not be good engineering to have the cleaner tank too 
cumbersome in size. It also might be possible to have a 
volume so large in relation to the amount of work that 
conversion of the active alkali from saponification ot 
carbonation would reduce the cleaning efficiency before 
it had a chance to give maximum returns on the in- 
vestment. Generally, the cleaner tank is designed as is 
the plating tank, i.e.. to accommodate the largest piece 
to be treated. 


Adsorption 

The wetting agents used in cleaners are surface active 
materials and, as such, distribute themselves at the sur- 
faces of solid particles or at the interfacial surfaces of 
oils and greases. This means that they become depleted 
in the solution to the extent that the surface adsorption 
removes them. This action is inherent in all cleaners 
and is compensated for by the additions of new cleaner. 
Cleaner manufacturers should use sufficient surface 
active materials in their products to have a reserve so 
that the wetting out action will be effective throughout 
the life of the soluion. 

In summary, it is necessary to balance the foregoing 
factors to get maximum results from the alkali cleaning 
bath. Keep the volume sufficiently large to tolerate the 
dirt load from one to four weeks. Longer periods of 
time may cause excessive carbonization and in some 
cases, excessive soap build-up. During these one to four 
week periods of time there must be sufficient active 
alkali maintained by regular additions of new material 
to support electrical conductivity and rapid emulsifica- 
tion or saponification of the oils and greases. Shorter 
periods of operation before dumping the solution may 
lead to higher cleaner consumption but this item is 
much cheaper than the labor cost invested in rejects 
or lost time due to shut-downs in the midst of a day’s 
run. 

This discussion is meant to show that the limits of 
cleaner life are caused by deterioration attributable to 
various chemical and physical changes and are not due 
to any sudden break-down of the cleaner chemicals. 





EVAPORATION TECHNIQUES 


(Concluded from page 64) 


on the oxide-coated titanium. At the first evidence of 
titanium deposition the evaporation of copper is begun. 
\t the first copper deposit the titanium source is turned 
off and the copper evaporation continued until no 
titanium shows through the surface. The resulting sur- 
face can be soldered to directly or can be built up by 
electroplating. This method can be adapted to coating 
rolls or flat plates in a continuous coater. 

Responsible for the investigations on adhesion of 
evaporated coatings is Mr. Noel W. Scott, Physicist in 
the Engineer Research and Development Laboratories, 
Radiation Branch, Fort Belvoir, Virginia. Referring to 
this new process Mr. Scott said that outgrowths of the 
studies demonstrated that evaporated coatings 
can be used to advantage in processes for applying heat 
resistant coatings to metals, transparent conducting 
coatings to glass, and the manufacture of mirrors by a 
replica technique. 








Acid Picklin 





¢ Solutions 


By E. E. Halls 


\ the cleaning and metal finishing shops of engi- 

neering concerns, iron and steel components are 
pickled to remove rust and scale prior to subsequent 
operations. This operation may be necessitated because 
the material from which the parts are fabricated is 
“black.” such as cold rolled close annealed mild steel 
which superficially may have a black scale varying 
from very thin to rather heavy. or “black iron” which 
is heavily scaled hot rolled steel bar, angle or section. 
\gain pickling may be needed because cold rolled 
bright or semi-bright steel has become rusty in transit 
or storage, or at some stage in the component form. 
In any case, it is usually necessary to give a light acid 
treatment to all iron and steel components in ordet 
to remove oxide tarnish as one of a series of pretreat- 
ment operations prior to electro-plating. 

Kither hydrochloric or sulphuric acid is chosen for 
acid pickling processes of this nature. Hydrochloric 
acid as purchased contains about 30° of acid by 
weight and, in pickling solutions, it is used in concen- 
trations from very weak to the undiluted acid itself: 
it may be employed hot or cold. A 50/50 mixture by 
volume of hydrochloric acid and water (i.e., abou 
15‘ by weight of acid), operated at room tempera- 
ture. is one of the most commonly employed pickles. 

Sulphuric acid is approximately 98; acid strengih, 
and it likewise is employed for pickling iron and steel 
at a range of concentrations, these chiefly being from 
5 to 30° by weight of acid. It is used hot or cold 
and one of the most widely employed sulphuric pickles 
comprises 7°° by weight of sulphuric acid operated 
at 140 to 160°F. (60 to 70°C.). 

Bright steel parts do not need a lengthy pickling 
time, a matter of seconds suflicing, but scaled and 
heavily scaled parts need appreciable immersion pe- 
riods. Again, light superficial rusting may add only 
a few seconds to the immersion period, but heavy rust, 
particularly deep localized patches, needs a consider- 
ably longer period for treatment. 

Choice of pickle is determined by a number of 
factors but. in factories handling a multiplicity of 
components, a compromise has to be effected and one 
pickle established to serve for all classes of work, or 
a small number to deal with several groups of similar 
parts, similar, that is to say, with respect to the con- 
tamination to be removed. Questions such as cost of 
acid, availability of heated tanks, rate of scale removal. 
and formation of carbon smut during pickling have 
to be considered. In general, the tendency is for the 
larger installations to use sulphuric acid hot and for 
the smaller shops to use hydrochloric acid cold, 


\ very important practical consideration is. that 
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no pickling process can be operated to the ideal o 
just removing the rust or scale; an excessive imme 
sion time is unavoidable. Apart from any considera 
tions of handling, this arises from the inevitable varia 
tion in depth of rust or thickness of scale from on 
component to another in the same batch and fron 
one batch to another. Work may be grouped from 
experience into several grades for which different 
pickling times are allocated, but this time will be 
determined to satisfy the worst case in each grade. 

For the above reasons it will be found in practic: 
that clean bright steel work needing only a few se« 
onds immersion in the acid may receive, say, a 15 
minute soaking period, and work requiring 15 minutes 
may be given several hours, while some heavy scaled 
articles may be left in soak overnight for convenience. 
Generally speaking. this means a greater attack on the 
metal and a larger consumption of acid than is justi- 
fied. C. H. Edwards [Journal of Iron & Steel Institute. 
110, 9 (1924) ] has described an instance in which 
pickling of 1,000 sq. ft. of steel sheet (both sides) for 
15 minutes in a bath containing 35‘¢ of sulphuric acid 
at 200°F. without an inhibitor resulted in the removal 
of 6 lbs. of scale accompanied by a loss of 65 Ibs. of 
metal. Thus, over 90°¢ of the acid was wasted in dis- 
solving iron over and above that required for th 
actual descaling. Moreover, the dissolution of metal 
is not evenly distributed over the whole surface of 
the component, so that unnecessary etching or pitting 
effects, or exaggerated patchiness of surface condition. 
are created and more grinding or polishing effort. 
more electroplate rejects for poor appearance, more 
time and labor on filling in enamelling processes, etc. 
result. 

There are two ways in which these difficulties can 
be minimized. One is by studying the effects of the 
type of acid, its strength and temperature on pickling 
time for the range of materials used in component 
fabrication and, from the results, to select the most 
promising conditions for economic operation. In such 
a study, test specimens of standardized size, thorough- 
ly degreased in trichlorethylene and by hot aqueous 
alkaline solution followed by thorough water rinsing. 
may be immersed in the pickle under controlled con- 
ditions of temperature. A large volume of the pickling 
solution should be employed so that the dissolution 
of scale, etc., does not materially effect the acid con- 
centration of the bulk. Agitation of the specimen at a 
constant rate is useful to overcome local saturation 
of the solution; in commercial practice agitation 
should always be employed, either by movement of 
the work or solution. The latter is achieved by circula- 
tion or by air agitation in shop tanks, 

Figures 1.-4. show graphically the results obtained 
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Figure 1. Pickling times for cold rolled, close annealed, mild 
steel in hydrochloric acid of different strengths. 


by the author in a recent study of this nature cover- 
ing the dependence of pickling time on temperature 
acid concentration. Cold rolled close annealed 
mild steel was used to represent lightly scaled work 


and 


and hot rolled black steel section or angle was em- 
ploved to represent the extreme case. A large number 
of specimens was used to obtain average values for 
each test condition so as to level-out the variation of 
condition which is unavoidable from sample to sample. 
ach specimen was dealt with separately so as not to 
have several test pieces in a solution at the same time. 
with resultant possible interference with one another. 
Both hydrochloric and sulphuric acids were studied 
over a range of concentrations and temperatures, with- 
out inhibitor being present. Pickling time was assessed 
as the time taken for complete disappearance of the 
last trace of rust or scale from the work. the mechani- 
cal egitation referred to being the only aid provided 
i.e.. no brushing to remove loose scale being employed. 
With the very slow pickles. this added to the disparity 
of results. 

lt should be remembered that rust is removed in 
pickling by direct dissolution but scale is mainly 


cleaned away by acid attack on the lower layers of 


ferrous oxide adjacent to the steel, and the resultant 
mechanical lifting-off of the outer or upper layers of 
more tenaciously illu- 
strates the test results obtained for components from 


resistant material. Figure 1. 


cold rolled close annealed steel when treated by im- 


version in hydrochloric acid solutions. The acid con- 
entration covered ranges from exceptionally dilute 
\'« by weight) to concentrated (undiluted acid) and 
emperatures from room (20°C.) to hot (80°C.). At 
‘om temperature, the optimum concentration is 15- 


O'. by weight of acid, At higher temperatures. pick- 
2 ~ | | 
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PICKLING TIME IN MINUTES 


Figure 2 


ling rates are very much faster, and they increase with 
increasing acid concentration to an intermediate value 
in the neighborhood of 20‘-, and then tend to remain 
constant or to decrease slightly. This explains the 
popular choice of 50/50 acid at room temperature but 
indicates that, as far as pickling time is concerned, 
weaker acid used warm has definite advantages. The 
use of warm acid, of course, introduces technical and 
economic problems of its own and time of pickling is 
not the only consideration by any means. 

Similar material pickled in sulphuric acid solutions 
from 1 to 30‘¢ concentration by weight and over the 
same temperature range gave the results g°aphed in 
Figure 2. At the lower temperatures, the tendency for 
pickling rate to increase at higher concentrations is 
evident. Rates are generally lower than with hydro- 
chloric acid, and a higher operating temperature is 
necessary to offset this shortcoming, i.e.. at least 40°C. 
This explains the general selection of an acid concen- 
tration in the region of 5 to 10°. by weight. and an 
operating temperature from the range 60 to 80°C.; 
it is recommended that freshly prepared baths be 
operated at 40°C. with sufficient heat available in the 
steam line to permit of raising the temperature gradu- 
ally to 80°C. over a period as the free acid content 
falls and the solution becomes saturated with iron salts. 

Figure 3. deals with black steel specimens in the 
hydrochloric acid pickles, with a range of conditions 
similar to those in Figure 1. The pattern of the figures 
is similar although the pickling times themselves are 
much longer. The 15-20° concentration by weight 
is again an optimum range throughout. 

Figure 4. gives similar pickling time values for 
black mild steel specimens in the sulphuric acid solu- 


tions. 


7S 


which should be compared with the results pre- 
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Pickling times for cold rolled, close annealed, mild 
steel in sulphuric acid of different strengths 
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Figure 3. Pickling times for black mild steel in hydrochloric acid 
of different strengths. 





sented in Figure 2. (It would be noted that in order 
to obtain proper representation of each curve, the 
scales used in the above figures are different in each 
case}. They show the same trend and indicate the 
need for sulphuric pickles to be operated hot and at 
the higher concentrations for maximum speed of oper- 
ation. It should be mentioned that, in the sulphuric 
solutions, with further increase in concentration above 
30°. pickling rate decreases, i.e., pickling times in- 
crease. 

With increasing pickling times, the amount of base 
steel (as distinct from oxide in the form of rust or 
scale) that dissolves increases. A rise in temperature 
also produces an accelerated attack on the iron itself. 


Effect of Pickling Inhibitors 


The second and equally important way of reducing 
acid consumption and avoiding undue solution and 
roughening of the metal surface is by the use of in- 
hibitors. These materials accelerate the solution of the 
oxides but retard that of any exposed steel. In addi- 
tion, in many cases, they form a scum or foam on the 
liquid surface which cuts down the loss of acid by 
spray. Thus, they reduce acid consumption in two 
ways and minimize that uneven dissolution of bare 
metal which results in roughness and pitting. Pickling 
inhibitors are usually organic compounds. Many of 
them are colloidal in nature; glue, gelatin and con- 
centrated glue size are examples, but these haven’t 
usually the same inhibitive action as certain organic 
bases containing nitrogen, such as organic amines of 
aromatic and aliphatic types, quinoline and iso-quino- 
line. and pyridine. The crude nitrogenous bases in 
coal tar and petroleum residues have proved to be 
satisfactory as pickling inhibitors; they are extracted 





with acids and referred to as ““acid extract” of cx 
tar or petroleum respectively. The benefit to be deriy 
from the use of inhibitors, even when dealing wi 
mild, bright steel components, is quite surprising. 


The way in which these inhibitors function has 


l 
been satisfactorily elucidated, but it no doubt co; 
prises several effects. There is probably a preferenti 
deposition of a film of inhibitor of a colloidal natu; 
on the bar iron or steel, and not on the rust or scal 
This may retard liberation of hydrogen from the iro 
surfaces (which are anodic to the oxide) and thereb 
suppress attack on the iron. The film also adds to th 
electrical resistance, which again tends to lower th 
rate of attack on the iron. It may also involve migra 
tion of strongly polar groups to the bare steel surfac 
and an increase in the hydrogen overvoltage at tha 
surface, which amounts to much the same thing. 

The reduction of hydrogen evolution is also valuab| 
inasmuch as it reduces the likelihood of hydrogen em 
brittlkement and the formation of pickling blisters o: 
sheet metal. 

In addition to their ability to effect film formatio: 
or increase of hydrogen overvoltage, successful inhibi 
tors must be easily and completely soluble in acid. 
completely stable and able to retain their beneficial! 
effect on prolonged storage. If the inhibitor is of the 
foaming type, it should not be unduly so as there is an 
undesirable tendency for the inhibitor to concentrat 
in such surface foams. After pickling, a very thin film 
of inhibitor, or its decomposition products. is left on 
the metal surface, and this should be of such a nature 
that it can be easily removed, for example. by anodiv 
alkaline cleaning, to prevent interference with electro 
plating and other subsequent surface treatments. 
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Figure 4. Pickling times for black mild steel in sulphuric acid 
of different strengths. 
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Less in Weight in Milligrams/Sq. In. of Bright Mild 
steel Specimens Pickled in Inhibited 50/50 V./V. 
Hydrochloric Acid Solution at Room Temperature 











Pickling Per Cent Concentration 
hitor Time of Inhibitor 

(Hours) 0.00 0.05 0.10 0.50 1.00 
, 1.1 0.50 0.50 0.33 0.37 
l 20 10 1.0 0.75 0.70 

24 36.7 3.6 ya Li 1.3 
) yy 0.50 0.50 0.50 0.42 
| 0.83 1.0 1.0 0.83 

24 2.0 y tes 5 a) 
Vy 0.50 0.42 0.43 050 

l 1.0 0.83 1.] 1.3 

24 2.1 1.8 1.8 1.8 

1, 0.30 0.10 0.20 0.17 
l 0.58 1.0 0.75 0.32 

24 yt | ya 5 0.9] 
Inhibitors are sometimes mixed with diluents to 


issist stability or solubility and there is generally an 
optimum concentration in the region of 0.05—0.10% 
by weight of the pickling acid. 

Many substances have been suggested as inhibitors 
and their suitability examined, including glue, gelatin 
and casein, nicotine, aniline, pyridine, quinoline, sub- 
stituted ureas and thioureas, thioformaldehyde, and 
many others, together with the crude coal tar and 
petroleum bases already mentioned. Of these, very 
broadly speaking, the crude coal tar bases have proved 
to be the most effective materials for the purpose, and 
the petroleum bases good but not quite so beneficial. 
Gelatin occupies an intermediate position. Pure mate- 
rials, such as pure aniline and pure quinoline, are not 
so effective as the acid extracts from tar. 

The experiments carried out by the author, the 
results of which are described below, were performed 
using four different inhibitors—quinoline and three 
proprietary inhibitors. Quinoline is referred to as 
No. 1. Inhibitor No. 2 was a mixture of crushed glue 
size mixed with an aromatic amino derivative, estima- 
ted to be a 50/50 composition, Inhibitor No. 3 was a 
somewhat similar type of formulation. Inhibitor No. 4 
was a liquid of specific gravity 1.51, comprising a 
mixture of sulphuric acid, hydrochloric acid, water 
and 2n aromatic nitrogenous substance. It was believed 
A fifth inhibitor, 
results for which are not given here as it behaved 
very similarly to No. 4, was a liquid very like No. 4 
but containing no hydrochloric acid. Specific gravity 


to be an acid extract of coal tar. 


was 1.56. The experiments cover a selected pickling 
condition from each group, t.e., cold 50/50 V./V. 
Hydrochloric acid at room temperature and 7% W./V. 
Sulphuric acid at 70°C. The raw material tested cov- 
red bright and black lightly scaled forms. The loss 
weight of the specimens was recorded at various 
itervals of immersion time and computed to milli- 
rams loss per sq. in. of area. This loss in weight is 
iown for specimens pickled in the absence of inhib:- 
as well as in the presence of inhibitor in concen- 


itions of 0.05%. 0.10°7. 0.5067 and 1.0%. 


With the bright steel test pieces. weight losses com 
ise a little oxide film plus metal: in the case of the 
AL FINISHING, October. 19592 


black C.R.C.A. specimens, it is made up of much scale 
plus some metal. The figures recorded are each aver- 
ages for several tests. because obviously such measure- 
ments are rather erratic, varying considerably not only 
with the amount of scale present but also with its com- 
position, physical condition and distribution. Again, 
the performance of a single inhibitor is liable to vary 
with the nature of the work and its surface condition. 
as well as with operating variables of time. tempera- 
ture. acid nature and concentration. 
Throughout the tables. lesser attack on the speci- 
men, t.e., smaller weight loss, occurs when inhibitor is 
present. independent of its concentration. Generally 
speaking, the higher the inhibitor concentration. the 
more effective is the restraining action, although this 
is not marked in all cases. Also. the longer the immer- 
sion time, the more effective it becomes t.e.. the rate 
of dissolution of metal rapidly reduces. Detailed com- 
ments on the results are briefly noted below: 
Table 5—Bright Steel in Hydrochloric Acid 
Pickle 
(a) At low inhibitor concentration. the weight loss 
is reduced to less than half in the 15 minute 
period, and less than one tenth in the ?4 hour 
immersion time. 

(b) At high inhibitor concentration. the weight 
loss is reduced to less than one twentieth of 
that with no inhibitor. 


Table 6—Bright Steel in Sulphuric Acid Pickle 


(a) At low inhibitor concentration. weight loss is 
reduced to less than one quartet in the 15 

minute period, and less than one twelfth at high 

concentration. 

Rather difference is 

the inhibitors, with No. 1] 

but all of them very good. 


(b) more recorded between 


the least effective, 


(c) Some difference of inhibitor action is observ- 
the different 
not generally large. but is a question of evalu- 
ating in conjunction with price per pound be- 


able between inhibitors: this is 


cause concentration as supplied by the supplier 
may vary, apart from actual nature. 


6—Loss in Weight in Milligrams/Sq. In. of Bright Mild 
Steel Specimens Pickled in Inhibited 7% 
W./V. Sulphuric Acid Solution at 70°C. 





Pickling 


Per Cent Concentration 





Inhibitor Time of Inhibitor 

Vo. (Hours) 0.00 0.05 0.10 0.50 1.00 
| 1 30.0 7.0 1.3 2.7 aad 
] ] 3.0 3.2 l ) " 3.7 

24 5.5 1.0 
2 Vy LS 0.42 0.50 0.42 
l 3.1 L5 LJ] 1.0 

24 me 1.8 1.6 1.4 

) y 17 1.3 0.6 051 
l bo 3 LZ LS 

24 >.2 4.2 3 1 

wT 3.0 1.7 0.87 1.0 

| 1.0 4 16 14 

24 8.0 65 , ) 
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Table 7—Black C.R.C.A, Steel in Hydrochloric 
Acid Pickle 

(a) Remembering scale loss must be experienced 

about one third saving in weight loss in the 

15 minute period, and 75%: saving in the 24 

hour period is achieved, An exception to this 

is inhibitor No. 

time for 0.05‘ 

(b) Performance of the four inhibitors is very uni- 


L in the 15 minute immersion 
concentration. 


form. 
(c} Weight losses are very small after the first 15 
inhibitor action extended 


minutes. 1.e.. over 


time is exceptionally good. 


Table 8—Black C.R.C.A, Steel in Sulphuric 
Acid Pickle 

(a) The losses in uninhibited sulphuric acid are 

much 

Table 


(bi) The losses in inhibited acid are rather greater 


greater than in hydrochloric acid (see 
fe 
in sulphuric than in hydrochloric acid, but then 
amount of loss prevented by the inhibitor is 
much greater. 

(c) The use of inhibitors in the sulphuric pickle 
becomes imperative on account of the greater 
attack of this acid on iron. 

The time required for pickling in the various acid 
solutions is virtually unaffected by the inclusion of an 
inhibitor, This has been shown for the range of in- 
hibitors dealt with, and over the limits of concentra- 
tion used above. There is thus no practical objection 
to the use of inhibitors, and their cost is very much 
more than offset by the saving in acid consumption. 
Added to this benefit, there is less attack on, and dam- 
age to, the metal, and a reduced quantity of spent 
acid to be dealt with, a by no means negligible item. 

Again, if the metal components involve bimetallic 
junctions, serious attack at the latter may be elimi- 
nated entirely. Black structural work having zinc 
coated medium carbon steel pins riveted in position. 
has been known to have the pins completely destroyed 
by long pickling in cold 50/50 V./V. hydrochloric 
acid. With inhibitor present, this damage is entirely 


7—Loss in Weight in Milligrams/Sq. In. of Cold Rolled 
Annealed Mild Steel Specimens Pickled in 
Inhibited 50/50 V./V. Hydrochloric Acid 
Solution at Room Temperature 





Pickling Per Cent Concentration 





Inhibitor Time of Inhibitor 

Vo. (Hours) 0.00 0.05 0.10 0.50 1.00 
l "4 20.0 13.3 12.8 12.7 12.3 
] 30.0 14.5 13.0 12.9 125 

24 80.0 19.2 14.7 13.6 12.6 

2 V1 13.3 14.1 14.3 13.3 
| 14.0 15.0 15.2 13.9 

24 16.7 16.0 16.7 15.7 

) Vy 11.8 12.0 13.7 12.7 
l 12.2 Pas 14.3 13.2 

24 14.0 14.2 vue 16.0 

| 1, 19.2 13.0 57 12.5 
l 194 13.1 14.1 12.7 

24 20.8 15.0 15.2 14.0 








$—Loss in Weight in Milligrams/Sq. In. of Cold Rol}. 
Close Annealed Mild Steel Specimens Pickled 
Inhibited 7% W./V. Sulphuric Acid Solution at 70°¢ 





Pickling Per Cent Concentratior 





Inhibitor Time of Inhibitor 
Vo. (Hours) 0.00 0.05 0.10 0.50 

| 1, 53.0 17.7 20.0 15.0 ] 
] 208.5 30.0 28.3 16.7 lf 

24 34.0 33.5 18.3 Fr 

2 ve 17.5 15.0 23.5 | 
l 19.2 16.9 24.7 
24 23:5 8.0 26.0 2] 
3 Vy 13.4 hin 12.5 13 
l 17.0 28.6 15.0 4 
24 20.0 39.6 16.7 16 
| \, 15.8 15.6 13.0 ie 
l 17.6 7.0 13.8 15 
24 28.2 25.5 18.0 17 





avoided. The same protection is provided for brass 
steel junctions. or even for combinations of mild 
steel and high carbon steel. Further, the degree of 
hydrogen embrittlement can be expected to be appre- 
ciably lower in inhibited pickles. and the possible 
deterioration at autogenous and resistance welds may 
reasonably be anticipated to be much reduced. 

The actual choice of pickle is determined by a 
number of factors, some of which have been touched 
upon earlier. Bearing in mind that commercial hydro- 
chloric acid contains only 30‘; of acid against 95‘ 
min. for sulphuric acid, and allowing for the relative 
chemical equivalents (which determine the combining 
power of the acids with rust, etc.) of the two materials, 
i.e., 36.5 and 49 respectively, the raw material cost of 
hydrochloric acid is appreciably greater than that for 
sulphuric—at least 3 to 1. 

Heat is also an aid to economy, at least from the 
conservation of acid point of view. The cost of steam 
of course, can by no means be neglected, but it is 
less costly than acid and labor, Dragout waste for an) 
particular type of work is fairly constant in volume 
for a given technique of operation, and it may be 
quite high. The wastage will naturally be greater the 
stronger the acid solution used. so that an elevated 
temperature assists in this direction. 

A good practice is to operate at a suitable low acid 
concentration and optimum temperature, and to make 
acid additions as the acid becomes spent to keep a 
reasonably constant free acid value. When the iron 
value of the solution rises to a certain level. no further 
added, but the 
somewhat to expend most of the residual acid before 


acid should be temperature raised 


scrapping the solution. 

Some laboratory work is necessary alongside the 
operation of the pickle in the shop tank in order to 
determine the best and most economic conditions fo! 


the class of work and the purpose for which the acid 
is used. For example. a 5‘; sulphuric acid pick! 
operated at 60 to 80°C., may show a rise in specif! 
1.05 (at 


1.18 when the iron content 


gravity from room temperature} to abou! 


is of the order of 8' 
and this can be used to a free acid content of abot 
(Concluded on page 81) 
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Pickling of Stainless Steels 
J. Bary: La Metallurgie, vol. 84, No. 4, pp. 259-261. 


The nitric-hydrofluoric acid pickling bath for stain- 
less steel has serious disadvantages. It can be used only 
at normal temperature because. even at this low tem- 
perature, the atmosphere surrounding the pickling bath 
becomes noxious on account of the evolution of HF and 
\O.. The hydrofluoric-ferric sulfate bath is according- 
ly assuming more and more importance for the pickling 
of stainless steel. The solutions of ferric sulfate have 
two interesting properties from the pickling aspect: 
while the solutions are slightly acid by hydrolysis, they 
are oxidizing by virtue of the ferric ions which they 
contain and which are located between hydrogen and 
nitrate ions in oxidation potential. The oxidizing ions, 
considered from the pickling aspect, and the metals fre- 
quently encountered are located in the electrochemical 
series in the following order: 


Zn Cr Fe Ni H. H* Cu Fet3 - 


\ccording to this series, the ferric salts in solution 
re pickling agents for the metals which precede Fe** 
i.e. zinc, chromium, iron, nickel and copper. Under 
laboratory conditions the best pickling results with 
hydrofluoric-ferric sulfate solutions for stainless steels 
are obtained with proportions such that a ferric fluor- 
ide is formed according to the equation: 


Fe.(SO,); + 6 HF = 2 Fek; + 3 H.SO, 


which is 4 per cent of ferric sulfate for 1.2 per cent of 
hydrofluoric acid. 


If a comparative pickling test is made between such 
a solution and a pickling bath containing 25 per cent 
nitric acid and 2 per cent of sodium fluoride, the loss 
in weight of stainless steel samples covered with heat 
scale formed at LOOO°C. and of stainless composition 
8-8 with 2 per cent molybdenum are respectively 30 
g. sq. m./hour with the ferric sulfate solution and 16 
x. sq. m./hour with the nitric bath. Once the scale coat- 
ing has been removed the rate of attack changes: it is 
then the nitric acid bath which retains a solution rate 
f the metal of 5 g./sq.m./hour while the loss in 
weight in the ferric sulfate bath falls to 0.09 g. sq. n 
hour, 

Pickling under industrial conditions, with welded 
‘eam joints, it is necessary to modify the above propor- 
ions. A good practical working ar is composed of 


» 


bout 6-8 per cent ferric sulfate and 2 per cent hydro- 
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fluoric acid. In place of hydrofluoric acid, fluorides in 
the presence of sulfuric acid can be used in the bath. 
Thus. an appropriate bath composition would be: cal- 
cium fluoride 50 g.; 66° sulfuric acid 130 g.: ferric sul- 
fate 80 g.: water 1,000 ce. 

This bath composition works well with an 18-8 stain- 
less steel with 2 per cent molybdenum and the solution 
of the oxides present along the weld seams is rapid: 
on the contrary, the metal attack is slow. Pickling is 
finished in 10 to 30 minutes at normal temperature in 
baths containing less than 5 per cent ferrous sulfate. 
There is an upper limit for the content of ferrous sul- 
fate, and above this limit the baths pickle poorly. In 
baths working at 60°C. this content can attain 20 per 
cent. The consumption of ferric sulfate, resulting in its 
transformation to the ferrous salt during the pickling, 

higher than that of the hydrofluoric acid. On the 
average the bath must be replenished twice with ferric 
sulfate before more hydrofluoric acid is needed. With a 
low ferric sulfate content, the pickling is accompanied 
by a slight gaseous discharge and the parts are covered 
with a slight coat of red iron oxide. With a low HF 
content (less than 1.2 HF for 4 Feo(SO,)3) the pick- 
ling time lengthens wad the results obtained are not as 


good. 
Rinsing Seen 
J. Liger: La Metallurgie, vol. 84, No. 4, 261-263. 


There are several factors conducive to nis rinsing 
conditions and which must be strictly observed and 
controlled to obtain satisfactory results: it is not al- 
ways realized that a perfect plate can be impaired dur- 
ing rinsing operations conducted under bad conditions. 
The first and most obvious requirement is to utilize a 
suitable water for the rinse. When this water has served 
for three or four series of parts it has become impure 
and should be discarded. Filling and emptying of rinse 
tanks is a tedious and time wasting operation and the 
best solution is to adopt continuous circulation. It is 
preferable to employ tanks of relatively small volume 
and the water supply being arranged to arrive at the 
lower part and to leave at the upper part. The parts 
immersed in the rinsing water should be agitated: in 
the case of recessed parts a single immersion is not 
sufficient to remove solution entrained in the recesses 
and several successive immersions are necessary to 
ensure this. Compressed air agitation of the rinsing 
hath is very satisfactory. For parts of large or medium 


surface area, subsequent rinsing by a jet of water is a 
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satisfactory complement to normal tank rinsing. In the 
case of recessed parts again. air trapping in the hollow 
portions should be guarded against; the parts should be 
placed so that the rinsing water circulated freely into 
all the recesses of the piece. 

Special care is necessary in the case of rinsing before 
and after barrel plating. Here large numbers of fairly 
small parts are normally handled and considerable 
amounts of entrained solution are carried into the rins- 
ing tanks. Before plating. all cleaning solutions must be 
carefully eliminated and. after plating. particularly 
with bright plating. the plating solutions carried over 
to the rinsing stage must equally be scrupulously re- 
moved, to avoid tarnishing of the deposits. Barrel rins- 
ing is usually the most suitable equipment to adopt 
here. 

The rinsing operations should be conducted with the 
greatest possible speed and the parts passed without 
delay from one bath to another. The parts must be pro- 
gressed quickly from the plating through the rinsing 
and drying stages and not allowed to remain in the air 
between any of these operations, to avoid oxidation and 
undesirable chemical reactions on the plated surface. 
This is particularly the case at the final rinse and dry- 
ing stages and also especially with barrel and bright 
plating. It is also good practice to specialize the rinsing 
tanks and not to treat in the same rinsing water parts 
proceeding from plating baths of a different nature 
even with circulating rinse water. The mating of differ- 
ent entrained plating bath liquors in the rinsing tank 
is liable to lead to precipitates and staining on the 
plated ware. Warm water is best, at least for the first 
rinse. 

Degreased parts sometimes have to be stocked before 
passing to the plating bath. This should never be done 
in air but under a solution rendered slightly alkaline 
by the addition of sodium carbonate. When required. 
the parts are taken from the storage vat. rinsed again, 
followed by an acid rinse: in any case such storage 
should not be more than several hours. 


Protective Plating for Light Constructional 
Steelwork Units 


W. Wiederholt: Werkstoffe und Korrosion, vol. 2. 
No. 10. pp- Sie 1 i. 


The modern tendency in building construction is for 
the use of lightweight steel constructional elements of 
either tubular or shaped sheet metal construction. These 
are taking the place of the massive rolled steel sections 
formerly employed. By suitable design measures it is 
now possible to reduce the thickness of the steel load 
bearing members to less than 4 mm.: for safety rea- 
sons. a thickness of 1.5 mm. should be regarded as the 
absolute minimum. Suitable design, special profiling, 
standardization of the individual parts and combina- 
tion with new modern building materials, has resulted 
in the flow production manufacture of these metal 
building units on a large scale, characterized by low 
weight, statically favorable sectional shapes, and easy 
building assembly. Floor and roof constructions are 
among the most important applications of these units. 

Because of the comparatively light sectional thick- 
nesses of metal used. corrosion protection is of pro- 
found and fundamental practical significance. Consid- 





erable attention has been given in Germany to thi: 
question, and standards of practice have been outlined 
This is necessary as the load bearing elements hay: 
only a small relative thickness and the permissibl; 
stresses are used as fully as possible. Every fall-off i: 
the strength value by reduction in the cross-section, a 
would be caused by corrosion of the steel when in use 
must be prevented with these light building elements 
\ test was made with a copper-bearing constructional! 
steel with no corrosion protection, of a test thickness 
of 0.5 mm. After two years test exposure, this steel had 
no load bearing capacity at all. In the case of a 10 mm 
thickness of steel, with no corrosion protection, after 
three years the load bearing capacity had been reduced 
by 10 per cent. With a 1 mm. thick test piece. the reduc- 
tion in strength value was 50 per cent for the same test 
period. 

German Standard DIN 4115 covers protective coat- 
ing for parts exposed in the open and in non-enclosed 
buildings, for the first schedule. The second schedule 
covers protective coating in the interior of enclosed 
buildings with normal corrosion conditions. The stee| 
thickness should be at least 3 mm. in the first case and 
at 1.5 mm. for the second schedule. 

Regarding the practical protective metal coatings. 
only zine and lead are of importance here. Zinc is stable 
against normal atmospheric influences and is capable 
of standing up to chemically aggressive atmospheres, 
such as combustion gases. Plating of zinc and lead on 
the steel units requires particularly careful pretreat- 
ment in order to obtain adherent and thick coatings. 
The plating is conducted so as to give a thick, finely 
crystalline coating. Careful control of the plating con- 
ditions allow of coating to thickness specification. Care- 
ful rinsing is necessary after plating to eliminate bath 
liquor. followed by rapid drying. 

The pores in the zinc coating need not be regarded 
as particularly dangerous because, under normal con- 
ditions, zine is anodic to steel. On the other hand, lead 
coatings must be dense and free from pores as iron is 
less noble than lead. At unsound parts of the lead coat- 
ing. as for example where pores or pits are present. pit- 
ting corrosion of the steel surface commences, which 
in a relatively short time can lead to serious reduction 
in the steel section thickness. 

The specifications requirements for the metal coat- 
ings for this application are comparatively for differ- 
ent processes: 


First Grade: Minimum coating thicknesses: 


Hot dip galvanizing 300 g./sq. m. 

Plated lead coating 500 g. /sq. m. 
Second Grade: 

Metal sprayed zine coating — 1.000 g. ‘sq. m. 

Plated zine coating 150 g./sq. m. 


Disposal of Pickling Waste Liquors 
by Neutralization 

G. Rossi-Landi; La Metallurgie, vol. 84, No. 3. pp. 
183-185. 

Disposal techniques for handling pickling and rins- 
ing waste liquors have still remained largely as some- 
what haphazard procedures and the same amount of 
thought has not been given to this question as has 
been devoted to the actual processing stages of the 
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ckling and rinsing operations. Account is not taken 
f concentration differences in the residual pickling and 
nsing liquors as they arrive at the disposal station 
ud, accordingly, a uniform and regular neutralization 
\ixing is not obtained. The neutralization is accord- 
igly ineffective. To ensure a good mixing of the ex- 
austed liquor with the rinsing water, employ either 
igitating equipment or suitable mixing channels. 

If the pickling layout allows of this, a perfect neu- 
iralization without residues can be obtained by using 
large neutralization vats with steam coils, the elevated 
temperature allowing of a facilitated reaction. Residual 
alkaline cleaning liquors can also be usefully employed 
for the neutralization. With lime neutralization, the 
atmospheric air plays an important role in the intimate 
mixture between the lime and the waste liquor and 
care should be taken that a crust does not form on the 
surface of the vat, or to break it up if one has formed. 
Chalk, marble powder or limestone can also be used for 
the neutralization but this must be kept in suspension 
to be effective. 

A complementary method which is largely adopted 
in practice consists in constructing a filtration treat- 
ment basin in limestone, the unit being aerated and ven- 
tilated. In this way, the transformation into iron hy- 
droxide is facilitated and a flocculent precipitate, which 
can be easily handled, is more readily obtained’ The 
neutralization is facilitated by the ventilation. Decan- 
tation basins for neutralization treatment of waste 
pickle liquors require detailed supervision. When the 
lime is added, care must be taken that too much is not 
added so that the water does not become too alkaline. 
The aim in the treatment should be to produce a ferric 
hydroxide precipitate which is as flocculent as possible: 
a precipitate of a slimy, finely dispersed nature is difh- 
cult to filter and handle and a flocculent precipitate 
will filter much more easily and quickly and so allow 
of a reasonable sized treatment plant unit. 

Hard Chrome Plating in Engineering 
Techniques 


Galvano (Paris) vol. 21, No. 184, pp. 26-28. 


To obtain a thick coating of hard chromium within 
a commercially reasonable time and of satisfactory 
quality it is obviously necessary to employ higher cur- 
rent densities than are normally used in chromium 
plating techniques. This is possible and burnt deposits 
are avoided even with very high current densities if a 
bath is used which contains a high content of sulfate 
ions and the bath is worked at a high temperature. 
\part from the fact that such a procedure of operation 
is characterized by very rapid plating, in addition the 
quality of the chromium deposit is definitely improved. 
This is particularly the case as regards the mechanical 
properties of the deposit and the covering power is in- 
creased. With a bath composed of 275 g./L. chromic 
acid and 5 g./L. surfurie acid, at 70°C. compared with 
the normal chromium plating bath, the chromic acid 
content is increased slightly, the sulfuric acid content 
is doubled and the operating temperature raised from 
the former 55°C. The efficiency of the bath is approxi- 
mately doubled and very much higher current densities 
than usual can be employed. The baths are also char- 
icterized by stable working conditions and_ several 
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years of continuous operation have been recorded from 
one bath. Working with such high current densities 
with these rapid chromium plating baths, of the order 
of 300 amp./dm.*., several technical factors must be 
observed. Sufficiently heavy busbar sections must be 
employed for the high current concentrations used and 
a reduction is made in the distance between the in- 
soluble anode and the piece being treated. 

Although the eqzrment layout is more costly, this is 
compensated by the fact that each production unit is 
capable of turning out several times the amount of 
work of a normal hard chrome plating unit. Because 
of favorable polarization conditions both on the anode 
as well as the cathode, normal plating voltages are used. 
The rapid bath is characterized by considerable opera- 
tional elasticity and, while normal operating densities 
are from 100 to 300 amp./dm.’, it is possible, if re- 
quired, to operate the bath up to 1,000 amp./dm.*. The 
speed of the deposition varies between 0.003 and 0.008” 
per hour. This compares with 0.001” for a normal hard 
chrome bath. 

It has been found that the chromium deposit ob- 
tained from these rapid baths working at a higher tem- 
perature than normal are better suited to engineering 
applications, where wear resistance and hardness are 
required, than the deposit from the normal chromium 
bath. Deposits of a hardness of about 825 Vickers can 
be obtained from the rapid bath, working at a high 
current density and high temperature and this corre- 
sponds to about the hardness of sapphire. 


ACID PICKLING SOLUTION 


> 


(Concluded from page 78) 
Lc. Similarly at 10° hydrochloric acid pickle oper- 
ated at 30 to 40°C., will rise from 1.04 to about 1.20 
with an iron content of about 127, and again it may 
be used down to an acid value of about 1°. Generally. 
it is desirable not to employ the pickle to exhaustion 
on the actual plating line but to replace it at frequent 
periods, e.g., daily, and to transfer it to the main clean- 
ing section for heavier pickling. 

For some purposes, a pickling mixture of both 
sulphuric and hydrochloric acids is useful for rapid 
attack on scale or rust. Again, another laboratory job 
is to ensure that the pickle selected for the particular 
work does not produce an objectionable black sooty 
smut, which cannot be removed from the work ex- 
cept by hand scouring. 

Attention to these various details will aid produc- 
tivity, reduce costs and help materially in conserving 
acids which are in short supply. 





CORRECTION 
In the article by Louis Serota, appearing in the 
\ugust issue, two typographical errors on page 75 
have been brought to our attention by the author. 
The figure 20.9 in the left column should have been 
20.8 and the first equation in the right column 
NiCl. 6H.O 
should have had the fraction instead of 
Ni 
Ni 


NiCl.6H.0 























F op Problems - 








Abrasive Methods—Surface Treatments—Contro 
Electroplating—Cleaning—Pickling—Testing 








En 











METAL FINISHING publishes, each month, a portion of the inquiries answered as a 
service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 








Brown on Nickel Anodes 


Question: The anodes in my nickel 


solution get a brown and muddy de- 


posit on them, Please tell me how to 
correct this condition. 

{nswer: You are evidently using 
anodes of the cast type and known as 
95-97 means that the 


nickel and the 


remainder of the material (3 to 5%) 


anodes. which 


anodes are 95 to 97°, 


is iron and carbon. The iron and car- 
bon are added to facilitate casting of 
the nickel and to improve its corrosion 
in the nickel bath. 

The deposit you have on your an- 
odes is composed of iron and carbon 
and may be readily removed by scrub- 
hing. This sludge, if allowed to re- 
fall off into 


the bath and contaminate the solution 


main on the anodes. may 


causing rough deposits or pitting. 
The best type of anode to use is the 
QO, plus nickel anode. In order to 
obtain active corrosion of this anode, 
content of the 


must be maintained at 3.0 oz./gallon 


the chloride solution 
or higher. While this type of anode 
will give no trouble from mud forma- 
best should be 


tion. for results it 


bagged. 


Chromated Zine Deposits 

Question: We are zinc plating small 
parts, rinsing In warm water to re- 
move cyanide, and immersing in a 
chromate bath from 10 to 14 seconds. 
The Chromate bath is made up of 26.6 
oz. dichromate and 1.2 oz. sulfuric 
acid to each gallon walter. 

Lately. we get batches of work on 
which the chromate finish rubs off 
after the work lays finished for some 
time. 

inswer: We suggest that you try 
followed by the 


chromate dip and followed again by a 


a cold water rinse 


cold water rinse. The hot rinse should 


$2 


be eliminated as the chromate finish 
is sensitive to heat and will not be ad- 
herent if a rinse is used above about 
160°F. Blow the water off with com- 
pressed air. Reduction of the acid con- 
tent to 0.8 fluid ounce may also be of 


help. 


Nickel Plating on Rubber Lining 


Question: We have experienced a 
puzzling the 
nickel plating on the rubber lining 


phenomenon, namely, 
of our plating tank. Can you explain 
this? 

Answer: It has been found that the 
anti-oxidants rubber 
pounding will affect some types of 
nickel will 


deposition of metals on the surface of 


used in com- 


solutions and also cause 
the rubber. Sometimes the sulfur con- 
tent in rubber is blamed for this type 
of plating. 

Because some types of rubber are 
poor insulators. it would be wise to 
check your tank for possible current 
leaks at these points: steam coil and 


anode and cathode bars. water lines 
and floor or bases. These points should 
be insulated perfectly to insure against 
leakage. 

\s a general rule, it is best to test 
any rubber lining for its compatability 
with nickel solutions before using. A 
simple test is to soak the lining in a 
nickel solution for 72 hours at a tem- 
perature of 140-150°F. Then using a 
Hull cell, plate a panel and note the 
effect of the rubber. if any, through- 


cut a specified current density range. 


24 Hour Salt Spray Cadmium 
Plating 

Question: Will you please let us 

thickness of cadmium 

should be plated on steel to withstand 


know what 


a 24-hour salt spray test? 
4nswer: For most cases, a cadmium 
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deposit of 0.0002” over steel is 
sidered sufficient to stand up in a 24 
hour salt spray test. 

Thinner deposits will stand up 
the base metal is of good finish an 
tree from imperfections and the plating 
bath is free from suspended matte: 
Generally one or more of these cond 
tions are not satisfied in commercia 
practice, 

Conversely, if very poor base meta 
is being plated, or if the plating is ; 
poor quality because of incorrect }at! 
conditions, a deposit heavier — thai 
0.0002” will be required, 
Removing Fire Seale From Silver 

Question: Please let us know th 
hest way of removing fire oxide fro 
silver? 

Answer: Pickling in a solution of 
75‘~ Nitric acid and 25‘c water is 
the 
moving fire scale from silver. 


best and easiest method of 1 

Clean work before going into thi 
solution. then immerse in the acid o: 
pour the acid over the work until scali 
is removed. Save the acid and _ rins 
waters to recover the silver as a chlor- 


ide precipitate. 


Recovering Rhodium 
Question: How can rhodium meta 


be reclaimed from wires or 


hooks ? 


Inswer: The only way of reclain 


plating 


rhodium from wires or plating hooks 
is to cut up the wires or hooks int 
small pieces and then dissolve the bas 
metal with nitric acid. The rhodiu 
will remain as vhell fragments or chips 
after all the 


dissolved. 


base metal has be 


Dull Spots on Chromium 


Question: In the February numbe! 
of METAL FINISHING we read a repor' 
of British Metal Finishing Productivity 
British America 
Practices. In this report is mentioned 
that in the U.S.A, 
use is made of cleaning and activating 


Team on versus 


almost universa 
cycles interposed between nickel 
chromium plating. We have recent! 
had some trouble with dull spots 
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ies peeling off of chromium 


b ome 
Biep - on bright nickel (organic 
Bype) on steel. When we cleaned the 
pright nickel plated parts no dull spots 
Wert med and the chromium plate 
yas adherent. The bright nickel was 
all tl ime of very good quality. There 
Boe! to be some invisible (organ- 
7) coating upon the bright nickel 
hich had to be removed before chro- 


mium plating and we use the same 
rack for both bright nickel and chro- 
plating. We should be very 
srateful if you would tell us what kind 


Fof cleaning and activating cycles we 


should use after the bright nickel plat- 
ng. Is there really any invisible or- 
sanic coating on the bright nickel 
plated parts ? 


P.O. B. 


fnswer: Most plants prepare nickel 


| plated articles by first cleaning cathod- 


cally in hot alkaline cleaner, rinsing 
acid dipping, rinsing and then chro- 
mium plating. We know of no definite 
identification of the film on bright 
nickel. but the above treatment gives 
eood results. 

For acid dipping. hydrochloric acid 
l0', by vol.), sulfuric acid (2-20% 
by vol.) and hydrofluoric acid (2-10 

vol.) have been reported. We do 


not recommend hydrochloric acid if 


there is any possibility of entrapping 
the acid and carrying it into the chro 
mium solution since it will cause cor- 
rosion of lead linings. coils and 


nodes, 


Impurities in Chromium Baths 


Question: What are the permissible 
iron, copper and trivalent chromium 
concentrations in a chromium plating 
bath for optimum conditions for plat- 
ing of chromium (0.00025 in.) over 
bright nickel? We use a bath contain- 
ing 400 g./l CrOg and 4 g. 1. SO, at 
13° C. (1O9°F.). 

P. B. D. 

{nswer: We can offer no authorita- 
live figures on maximum concentra- 
tions of iron, copper and _ trivalent 
chromium in chromium plating solu- 
tions. A search of the literature will 
probably give you suflicient data to 
confuse you completely. Of course. 
since these metals will combine with 
the hexavalent chromium to form di- 
chromates which are complex and non- 
ionized. the theoretical limits will be 
ihose where all the hexavalent chromi- 
um is tied up and the conductivity is 
zero. 


Aluminum Treatments 


Question: In our plant we have just 
siarted doing colored anodizing, using 
the sulphuric acid process. I would 
appreciate it very much if you would 
send me whatever information on this 
you have. Also, I’m interested in 
bright dips for aluminum. 

G.L. L. 

Answer: The 1951 edition of the 
GUIDEBOOK-DIRECTORY has an exten- 
sive section on the subject (pages 428- 
36). including sulfuric acid solution 


operation and dyes. 

Bright dips for aluminum are either 
patented or are in the stage of being 
patented. Prepared solutions may be 
available from your supply house. Pro- 
cesses are available from Aluminum 
Co. of American and from Kaiser 
Aluminum & Chemical Sales. Ine. 


Precipitating Heavy Metals in 
Zine Solution 


Question: In Sweden we have no 
suppliers of sodium polysulfide, NaoSe 
or NaoS, We use NaoS(red flakes), 
but the purity is bad. The cost of 
NaeS of higher purity is quite high. 
There is. however. another product 
which perhaps could be used for preei- 
pitating heavy metals in bright zine 
plating baths. In Sweden we call it 
“svavellever” (“liver of sulphur,” 
Hepar Sulfuris, Kalium Sulfuratum). 
It looks like liver-brown to green-yel- 
lowish lumps and consists of a mix- 
ture of potassium polysulfides. It is 
made of pulverized sulphur and C.P. 
potash. Do you think we could use 
this product for precipitating heavy 
metals in bright zine plating? 


B. D. 


{nswer: Any sulfide will be satis- 
factory for precipitating heavy metals 
in the zine solution. If your red flake 
sodium sulfide is not very pure. filtra- 
tion before use should be sufficient. 
Liver of Sulfur should also be filtered 
after dissolving but before adding to 
the tank. 
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Metallizing Glass 
U. S. Patent 2.602.032. R. A. Gaiser, 
to Libbey-Owens-Ford Glass 
Co. 


assignor 


The method of producing an elec- 
trically conducting coating on a sur- 
face. which comprises applying a solu- 
tion of a silicate to said surface. heat- 
ing said surface to substantially its 
point of softening. and then applying 
a tin halide in fluid form. 


Single Fire Enameling Process 
and Article 


U.S. Patent 2.602.758. T. F. Olt and 
J. J. Canfield, assignors to Armco 
Steel Corp. 


In a process of producing smooth, 
continuous, light colored porcelain 
enamel coatings on ferrous enameling 
sheet stock free from gas forming sub- 
stances productive of pits and spots, 
the coatings having a high degree of 
adherence to the stock, the steps of im- 
posing upon the surface of said stock 
a thin continuous coating of high ad- 
herence ground coat enamel of such 
thickness that after firing it has a 
thickness substantially between .0004 
and .001 inch, applying at least one 
subsequent continuous coating of white 
or light colored cover coat enamel 
of such thickness that the total thick- 
ness of all said coats after firing is 
subsiantialiy .003 to 0.10 inch, drying, 
and firing such coats simultaneously 
at the firing temperature of the cover 
coat, the firing temperature of the 
ground coat being not higher than the 
firing temperature of the cover coat. 


Corrosion Prevention 


U. S. Patent 2.602.760. J. M. Michel 
and K. F. Hager, assignors to the 
United States of America. 


The process of protecting a metal 
surface against corrosion which com- 
prises forming a film on said surface 
by applying thereto a water emulsion 
adjusted to a pH value numerically 
less than 7 containing at least 0.1% 
of a material selected from the group 
consisting of alkyl-sulfamido-carboxy- 
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lic acids, inorganic salts of such acids 
and organic salts of such acids, the 
alkyl radical of said acids having at 
least five carbon atoms. 


Method of Plating Copper 
S. Patent 2.602.774. J. F. Beaver. 


In a method of electrolytically de- 
positing copper from a copper sulfate- 
sulphuric acid bath containing acetyl 
thiourea in an amount of from about 
0.005 to 0.05 
anion in an amount of from 
0.001 to 0.015 gm./l.. the 
maintaining the chloride anion con- 


gm./l. and chloride 
about 


step of 


centration at a constant value within 
the 0.001 to 0.015 
l. by addition of a chloride. 


range of about 


gm. 


Electrodeposition of Zinc 


U. S. Patent 2,602,775. E. 1. Isher- 
wood, assignor to Hudson Bay Mining 
& Smelting Co., Ltd. 


A process for the electrodeposition 
of zinc from a zine sulphate solution 
which comprises causing deposition of 
zinc from the solution with an a!loy 


lead 


of silver 


anode consisting essentially of 
alloyed with small amounts 
and copper. 


Electrolytic Method of 
Winning Zine 
U.S. Patent 2.602.776. G. J. J. Mould. 
assignor to Hudson Bay Mining & 
Smelting Co., Lid. 


In a process of winning zine which 
comprises electrodepositing zinc from 
a zine sulphate electrolyte, the im- 
provement which consists in adding a 
sodium rosin soap to the zinc sulphate 
electrolyte in an amount effective to 
increase the current efficiency. 


Abrasive Head 


U.S. Patent 2.600.613. June 17, 1952. 
G. W. Bruner and J. C. Shaffer, as- 
signors to Vonnegut Moulder Corp. 


In an abrasive head to be driven by 
a driving spindle including opposed 
plates for mounting a series of radially- 
extending brushes, and an abrasive 
winding drum rotatably mounted about 
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said spindle between said plates, ¢\; 
combination therewith of an abvrasiy, 
adjusting collar having a portion ther 
oi extending through one of said plate 
into rotative engagement with said 
drum and axially displaceable relatiy, 
thereto, an annular series of tee! 
formed in said last-mentioned plat 
exposed to said collar, a corresponding 
annular series of teeth on said collar 
positioned to engage with said firs. 
mentioned teeth for interlocking said 
collar and plate, and a locking ny 
engageable with said collar for clam; 
ing it in teeth interlocking position for 
securing said drum and plates agains 
relative rotation, being 
movable axially of said drum and plat 
upon said nut being backed off ir 
spaced relation thereto for permitting 
disengagement of said teeth and _ pre. 
determined angular displacement oi 
said drum. 


said collar 


Zine-Copper-Tin Alloy Plating 


U.S. Patent 2,600,699. June 17, 1952 
R. E, Shockley, assignor to R. EF. 
Shockley, Inc. 


The method of producing a corr 
sion-resistant plated surface on a pla: 
table article which comprises the steps 
of immersing in a bath comprising a 
aqueous solution of zinc, copper and 
tin salts, and containing an alkal 
cyanide and a caustic alkali, a cathode 
to be plated and an anode comprising 
an alloy of zinc approximately 90‘, 
copper approximately 8.50 and _ ti 
1.5%. and 
through said bath between said ele 
trodes, a plating current, the metal 


approximately passing 


components of said salts being preset! 
in the bath substantialy in the propor 
tions in which the corresponding metals 
are present in the said anode. 


Buffing and Polishing Device 


U.S. Patent 2.601.048. June 17. 195: 


M. L. Monger 
A buffing and polishing whee! 
cluding a hub composed of a pai: 
separable members disposed in an ent 
to end aligned relationship. one of =al 
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me obers having a cavity therein ad- 
ject the other of said members and a 
pas-age-Way communicating with said 
cay ty and extending through one end 
the: cof, a headed valve stem extending 
through said passageway and having 
the headed end thereof disposed with- 
in said cavity, platelike clamping ele- 
ments disposed adjacent the opposite 
ends of said hub members, one of said 
elements having an opening therein 
through which said valve stem extends, 
the opposite ends of said hub members 
and each of said platelike elements 
being recessed so as to coact to provide 
annular recesses which are of a dove- 
tail shape in cross section, a cylindrical 
flexible element surrounding said hub 
and plate-like elements, the peripheral 
wall of which is spaced from said hub 
so as to provide an air space there- 
between, end portions extending ra- 
dially inwardly from the opposite ends 
of said peripheral wall and including 
an annular portion which is of a dove- 
tail shape in cross section and disposed 
dovetail 
formed in said hub and platelike ele- 
interconnecting — said 
platelike elements and clamping said 
dovetail portions between said elements 


within said annular recess 


ments, means 


and said hub so as to provide a sealed 
connection, and passageway means in 
said hub communicating said hub cavi- 
ty with the air space between said 
cylindrical member peripheral wall and 
said hub. 


Dust Collector 


U.S. Patent 2,603,351. July 15, 1952. 
W. O. Veder, assignor to Pangborn 


Corp. 


In a dust collector, a support, an 
elongated generally cylindrical chip 
separator rotatably mounted thereon 
for rotation thereabout with the axis 
of the cylinder substantially perpen- 
dicular to the support, a suction con- 
duit communicating with said separa- 
tor through a swiveled connection and 
extending axially out from the separa- 
tor, a reel encircling said separator and 
conduit and rotatably carried by them, 
and a suction hose carried by said reel 
and communicating with said conduit. 


Electrodeposition of Metals 


U.S. Patent 2.603.593. July 15, 1952. 
P. S. Blickensderfer, assignor to The 
Champion Paper and Fibre Co. 


tlectrolytic method of closing open- 


; Ings in metallic surfaces, which com- 


prises: mechanically imparting to an 
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Standard INDUSTRIAL demineralizer units are available with capacities of 200 
to 1000 gph. Special units of any capacity are engineered to requirements. 


nts Performance 


Filtering any plating solution ... 
any quantity 


INDUSTRIAL 


Portable and stationary 
models. Capacities from 100 
to 15,000 gph. Special 
filtering systems engineered 


to meet unusual ccnditions. 


and it’s performance that counts 


The engineering, design, and construction of INDUSTRIAL fil- 
ters have proved out in long service. With the outlet near the 
top of the chamber, a uniform precoat is deposited on the 
filter leaves as the solution fills the chamber. The outside 
lockup simplifies the lockup of the leaf and bag assemblies. 
INDUSTRIAL exclusive air-wash cleaning method practically 
eliminates the usual labor, downtime, and the inconveniences 
of dismantling the filter after each cycle. INDUSTRIAL filters 
are often in operation for months without removing the cover. 
All these features add up to bonus performance—clear filtrate 
at low over-all cost per gallon. 







Ask for Bulletin 100-EP 


This bulletin gives the complete details of 
all INDUSTRIAL features, description of the 
different standard models, and the capaci- 
ties of the standard sizes. 


Eliminate stains after hot rinses; pre- 
vent unwanted precipitates in solutions. 


Write for Full Information and Recommendations 


FILTERS 


Pressure Type Centrifugal Sait Fog + Humidity 


5906 Ogden Avenue 
Chicago 50, Illinois 


RUBBER DIVISION 
Vulcanized Linings + Molded Products 


* 


WATER 


1952 


PUMPS CORROSION TESTING APPARATUS. | 


INDUSTRIAL FILTER & PUMP urc. co. 


DEMINERALIZERS | 
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PLATING 
EQUIPMENT 
FOR OVER 
50 YEARS 


6 











G 
us no 
eet 4\ G 
no pr qin 
gO pod pr 
ve € 
WN 
wo ° G 
ic pat G ceo 
: m\ pate n° 
\ ph 
ch t \c G 
\c¥® cre at nw 
t 
G or? G 
qin Cc n 
pr rae) at : 
onl zine 
crt 


Mechanized handling in the different sequences is the basis 
of profitable production plating. In the MEAKER designs of 
automatic plating machines this handling is flexible so that 
adjustments and modifications are easily made to meet prac- 
tically every plating requirement. Too, the simple rugged 
construction insures uninterrupted schedules and minimum 
maintenance costs. 

Get full particulars to meet your plating requirements 
from The Meaker Company, 1635 South 55th Avenue, 
Chicago 50, Illinois. 


MEARKER 


@ Pickling Machines 





@ Full Automatic and Semi-Automatic 








Electroplating Equipment , 
@ Processing Conveyors 
@ Strip Steel Plating Equipment 


@ Wire Galvanizing Equipment @ Motor Generators for Plating 


@ Strip Steel Electrocleaning Lines @ Rectifiers for Plating 
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opening the form of a depression wl) se 
depth is slight relative to its |: ist 


width: Silien any part of the ope: 


which is deeper than said depress 


with electrically conducting mate: 
providing said depression with a « 
tinuous uninterrupted electrically « 
ducting surface throughout its en ir 
area; enclosing the electrically 

ducting surface of said depression i; 
an electrolytic cell: electrolytically bre 
paring the surface of said depressio1 
for rece iving an adherent electropl: e: 
thereafter 


metal in 


electrolytically —depositin 
said depression, and main- 
taining during said electrodeposition a 
substantially continuous flow of th 
electroplating solution through said 
cell, submerging and washing over th 
surface of said depression. 


Plating Thickness Meter 


U.S. Patent 2.603.595. July 15, 

H. Rendel, 
Co. 

\pparatus for determining — th 
amount of metal electrolytically depo- 
sited on an elongated longitudinally 
moving article which comprises a first 
circuit for obtaining a potential pro- 
portional to plating current, a second 
circuit for obtaining a potential pro 
portional to article speed, a_ polarity 
sensitive potential comparing devic 
connected in both of said circuits fot 
comparing the two potentials, a voltage 
divider in one of said circuits, a mo\ 
able arm for said voltage divider, a 


series connection between said ari 


and the potential comparing devic 


and a reversible motor controlled by 


said comparing device connected t 


change the position of said arm | 
balance the potentials applied te th 
comparing device, the position of said 


arm indicating the plating thickness 


Hot Dip Coatings 


U.S. Patent 2,604,415. July 22, 1952 
VU. CG. Whitfield and V. Sheshunoff 
assignors to Whitfield & Sheshunoff 
Ine. 


\ process of coating metallic strand 
like elements with molten coating meta 
which comprises passing a strand-lik 
element through a bath of molten coat 
ing metal and through a sizing orilict 
immediately into a bath of molten inet! 
having a density substan 
tially the same as that of the molie! 
whereby to form on [hi 


substance 


coating metal, 
strand a uniform coating of the molie! 


coating metal and to support sud 
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in molten condition immedi- 
atel. after formation, and solidifying 
ating while so supported. 


Porcelain Enamel 


Patent 2,004,410. July 22, 1952. 
/ Bryant, assignor to the United 
States of America 


enamel slip providing a dense 
strong Vitreous acid-resisting coat when 


directly fired on metal. such charac- 


teristics. being imparted thereto by 
the presence of from about 40 to about 
65 parts by weight of silica, from 
about 2 to about 12 parts by weight 


of titanium dioxide, from about 10 to 
ebout 18 parts by weight of boron 
oxide and from about 15 to about 25 
parts by weight of at least one sub- 
stance being a member of the group 
consisting of NasO, KO. and Li.O. 
calculated per 100 parts by weight of 
frit: and by the addition to said frit in 
the mill charge of water and from 
about | to about 10 parts by weight 
oi clay and from about 5 to about 2 
parts by weight of a member of the 
croup consisting of silicon and ferro- 


| 
silicon. 
Pickling Stainless Steel 
U.S. Patent 2,605,775. August 5. 1952. 
I. C. Kientz, Jr.. assignor to Superior 
Steel Corp. 


In the 
straight 


treatment of cold rolled 
chrome type stainless steel 
about the 
range 10-307 which has formed there- 


on a film of oxide such as is formed 


containing chromium in 


hy batch annealing and which is not 
satisfactorily removable by pickling 
in sulphuric and_ nitric- 
hydrofluoric acids, the steps of stretch- 
ing the steel by cold rolling it, thereby 
forming cracks in said film, and pick- 
ling the steel successively in sulphuric 
nd nitric-hydrofluoric 
att 


SUCE essively 


which 
er the first mentioned step is effective 


acids 


10 
I 


t satisfactorily removing the film. 
Tumbling Machine 


(.S. Patent 2.606.107. Aug. 12. 1952. 


FE. B. Banks and K. P. Tota 


\ tumbling apparatus including a 

! ° P 
vessel carrier, means supporting the 
vessel carrier for rotation, a tumbling 
Vessel, 


sel, and means detachably securing 


Specialists in Metal-Cleaning Produets 


WYANDOTTE 


CHEMICALS 


U. S. Army helmet. Wyandotte makes on!u the 





emulsion cleaine 


*“Exeellent cleaning with 





WYANDOTTE 


TTHEN McCord Corporation of De- 
W trot tackled the job of mass- 
producing hundreds of thousands of 
army helmets, they knew it was going 
to be a tough job. Many experts said 
these deep helmets couldn't be shaped 
of Hadfield steel in one press operation. 


But McCord, the original supplier 
and builder of over 20 million army 
helmets, did the job . a testimony 
to their metal-working genius and at 
tention to detail. That’s why we're 


proud of our association with MeCord 
Helpful Service 


In their metal-cleaning operations, 
McCord uses Wyandotte emulsion 


emulsion cleaner” 


—says army-helmet manufacturer 


cleaner. Mr. Dean S. Fields, vice- 
president in charge of manufac- 
turing, says: “Wyandotte emulsion 
cleaner gives us excellent results 
in cleaning army helmets prior to 
painting.” 

About Wyandotte service, Mr. Fields 
adds: “It’s always a pleasure to have 
your man come into our plant.” 


Why not eall your Wvandotte re} 


pre 


sentative? His wide experience is cer- 


tain to be ul 


seful to you, whatever your 
metal-cleaning problems 
Wyandotte Chemica 

iW yandotte 

Michigan; also Los An- 


Jele »4, California 


( 7 poratio 





Largest manufacturers of specialized cleaning products for business and industry 


the tumbling vessel at one end on the 

ier. said last mentioned means com- d it, 

ng a latch, and operating means gan O € 
lor the latch mounted on and movable - 
relative to the tumbling vessel, said CHEMICALS 
operating means from the outer 
ene of the tumbling vessel. Helpful service representatives in 138 cities in the United States and Ca 
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New 
for 








New 


Sethco, Dept. MF, 70-78 Willoughby 
St.. Brooklyn 1, N.Y. 


Setheo Filters 


Sethco announces its most recent 
addition to its line of filtering equip- 
ment, namely Models ASI-400 and 
\S1-600. 


These models are designed and con- 


Model ASI-600 





structed to produce sparkling filtration 
of practically any acid or alkaline solu- 
tion from pH 1 to pH 14. The filter 
pump units are extremely simple and 
economical to operate and are priced 
for the most stringent budget. 

The ASI series consists of two mo- 
dels—Model ASI-400 rated at 400-500 
gallons per hour and Model ASI-600 
rated at 600-800 gallons per hour. 

Material of 
and all fittings are stainless steel type 
316. Material of the 
filter assembly is a recently developed 


construction of pump 


of construction 


synthetic resin, “Sethrin” which has 
extreme chemical inertness and excel- 
lent For ex- 
ample, Sethrin is resistant to sulfuric 


temperature resistance. 
acid up to concentrations of 50%, to 
nitric acid up to 25° , to hydrochloric 
acid in all concentrations, to sodium 
hydroxide up to 50°7, and to ammon- 
ium hydroxide up to 50°7. There is no 
organic solvent in common use which 
will attack this resin at room tempera- 
ture. Sethrin itself is a thermosetting 
resin and is resistant to heat distortion 
up to 220° F. 

Models ASI-400 and ASI-600 are 
equipped with volute type centrifugal 
pumps and completely enclosed ball 
bearing induction motors for heavy 
duty industrial applications. All mo- 


83 


dels are mounted on heavy polished 


bakelite panels with ball bearing rub- 
ber covered casters for easy portability. 
Each unit comes equipped with 12 foot 
lengths of chemical inlet and outlet 
hose. 


For additional information and 


prices write to the above address. 


Rinsing Compound for Black 
Oxide Finishes 


Du-Lite Chemical Corporation, Dept. 
MF, Middletown, Conn. 


A new compound which completely 
removes occluded salts with one rinse 
after the black oxidizing of metals has 
just been developed by this company. 

Known as Du-Lite “SD,” this liquid 
compound reacts chemically on black 





Materials Handling System 


Chas. Wm. Doepke Mfg. Co., Inc. 
Dept. MF, Rossmoyne, O. 


The newest addition to the NesTier 
materials handling system has been 
announced by the above company. 
Called the NesTier Basket, it is a steel 
mesh basket shaped like the original 
NesTier box. It is designed for effici- 
ent handling and space saving during 
operations where small parts are being 
moved and dipped in chemicals, paints 


and other liquids. 





ETAL 


FINISHING, 





Methods, Materials and Equipment 
the Metal Finishing Industries 


Li 


oxide salts which often remain trappe; 
in rough or irregular surfaces of por 
ous, laminated, sintered or spot welded 
parts. If used as recommended in 
bath of from 225° to 275 


boiling results from the chemical actio 


F., a visibk 


until all salts are removed. However 
the reaction does not break down the 
compound, which can be re-used. 

“SD” was specifically developed | 
overcome “creeping salts” which pr 
viously have required numerous ho’ 
and cold rinses for their removal and 
made the black oxidizing of laminated 
metals impractical. Exhaustive humid. 
ity testing of parts treated with “SD 
produced no trace of occluded salts, jt 
is claimed, nor of rust, which the light 
coating left by the compound also pr 
vents, 





Rust proof and corrosion resistant. 
the basket can be nested when not i: 
use and tiered when filled with paris 
folding 
handles are located at either end o 
the basket. When the baskets are i: 
the tiered position, the handles fon 
supports and items in the baskets cai 


One - quarter - inch - diameter 


be removed either from the top or bot! 
When the baskets 


the handles are flipped out of the wa) 


ends. are nested. 
Grooves on the bottom of the baskets 
self center for greater stack rigidity. 
Even when moved on a monorail co! 
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CU. 
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folding 


end 0 if smoothness is a factor and if the 


base metal itself is not buffed or 
polished, simple buffing of the Lea 
Copper-Glo coating will produce 
an excellent smooth finish without 
diminishing its inherent brilliance. 
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il con }/ 
** HETHER you are interested in brilliance only or in 
brilliance plus smoothness in the copper plating phase, 
you can save in production time (and in plating ma- 
terial) by using Lea Copper-Glo. You cut production 
costs by eliminating entirely or reducing substantially 
Prior grinding operations on either cast, forged, or 
spun pieces. 

You can also save in tank time, perhaps as much as 


50%, and still produce a deposit that will have excel- 
lent buffability 






tr a 
ing, Plating and Spray. 
Coating . . . Manufac- 
turers and Specialists in 
the Development of 
Production Methods, 
Equipment and Com- 
positions. 

Manufacturers of Lea 
Compound and Learok 

. Industry's quality 
buffing compounds for 
over twenty-five years 

















19528"! AL FINISHING. October. 








Lea Copper-Glo may be the answer to your problem of 
(1) producing a better copper plated surface and (2) 
reducing operating time. Why not investigate it NOW? 
Snvestigate LEA CUPRALL for operations where 
ONLY BUFFABILITY rather than a combination of buffa- 
bility and brightness is required. It’s an all-purpose 
cyanide copper addition agent. 


“* Ronal Bright Copper Process, using Lea Copper-Glo, is a devel- 
opment of Ronal Chemicals, Long Island City, N. Y. 


THE LEA maNuracTurING co. 


16 Cherry Avenue, Waterbury 20, Conn. 


LEA MFG. COMPANY OF CANADA, LTD. 


370 Victoria Street, Toronto 2, Canada 








no wire drawing 
with a 


W433 TRERICE trap! 
DOWN Wire drawing—a bugaboo for 
most traps—has been practically 


eliminated by the rotating valve fea- 


KEEP 





ture of a Trerice trap. Bucket, valve 
stem and propeller— assembled as one unit—comprise the only moving 
part. Water action rotates the propeller causing the valve to seat 
differently in the orifice at each discharge. As a result, there's even 
wear all way ‘round. Remember, too, you can completely inspect or 
service the valve and seat in a Trerice trap in a matter of minutes— 
without removing it from the line or disturbing high pressure bolts. 

But—see for yourself! We'll be glad to provide a 60-day trial 
installation under your own conditions and without obligation. Send 


coupon today. ‘ 











} 7 
ORIFICE 


Easily accessible, can't 
leak, stainless steel 


af 
, 


y 





VALVE 


Mirror finish, hard- 
ened stainless steel. 





BUCKET ASSEMBLY 
Bucket, stem and propeller 
assembled — move as 
one unit. 



















DRAIN PLUG 





| Simplifies clean- 
| ing and draining. 


Yes, | want to try the Trerice “Rotating Valve” trap for 60 days. 

Trap Size Pressure 

Capacity Requirements 

Application 

NAME 

COMPANY = a ss 
CITY ZONE STATE... oe ii 


a 1] TRERICE C0 ¥420 W. LAFAYETTE BLVD. 
* ® e DETROIT 16, MICHIGAN 
Manufacturers of Temperature Instruments RANCH N PRINCIPA 


Since 1923 
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veyor system the basket alwa re 
mains level. 


Nested. the basket requires 
one-sixth the space necessary (red 
It can be moved by overhead 
veyors, lift trucks, hand trucks and 
dollies. 

Available in two standard size. {| 
larger NesTier Basket 220 and_ ih 
smaller Nes-Tier Basket 175, both ay 
1uggedly constructed of heavy giug 
steel. The larger 220 is 16-gauge <te¢ 
weighs 14 pounds. and is 22-5 8” Jong 
12-14” wide and 7-34” deep. Th 
smaller 175 is 18-1 16” long. ‘ 
wide and 6-3/16” deep. and weighs 3 


pounds, 


Alloy for Anodized Finishes 


Aluminum Company of America 
Dept. MF, 801 Gulf Building. Pitts. 
burgh 19, Pa. 


An aluminum alloy that will take ai 
unusually brilliant Alumilite finish has 
heen developed by this firm. 

Alcoa C57S, as the alloy has bee: 
designated, holds great promise in thy 
field of automobile trim, Alcoa’s en- 
gineers believe. With an Alumilit 
coating it could be used as an attra 
tive, economical and long-lasting 1 
placement for chromium plating and 
stainless steel. 

Although this is the first public a 
nouncement of Alcoa C575, it has bee: 
used extensively in the field of giftwar 
and refrigerator trim. From experienc: 
in these applications, a good working 
knowledge of the alloy has been d 
veloped, 

Alumilite-treated C57S approaches 
high-purity aluminum in the trans 
parency, metallic luster, and sheen 0! 
its finish, while affording substantial 
higher mechanical properties. It has 
excellent forming characteristics. 


Cleaner for Zine Die Castings 


Oakite Products, Inc., Dept. MF, 1! 
Rector St., New York 6, N.Y. 


Oakite Products, Inc.. New York 
manufacturers of specialized cleaning 
and allied products, have announce’ 
the addition of Oakite Composition \. 
95 to their line of electrocleaning ié 
terials, It is designed primarily as 4 
electrolytic conditioner for zine bas 
die castings in preparation for plating 

In cleaning-conditioning of zine bas 


die castings, the manufacturers repo! 


Oakite Composition No. 95 as offering: 


the following advantages: (1) Few 
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ts—the Oakite Composition No. 


inodic conditioning process re- 


‘s the surface films, disturbed me- 


and last traces of soil that are 


ng the major causes of peeling and 
ering. It also avoids the hydrogen 
formations that raise blisters when 
ngs are heated after electroplating. 
perience with Oakite Composition 
\.. 95, the manufacturers state, shows 
that no blisters appear in plating on 
«und surfaces during the severe test 
one hour of baking at 300° F. Even 


highly porous areas, heat blistering 
effectively minimized; (2) Brighter 
plating anodic conditioning with 
Qakite Composition No. 95 removes 
all flms that might impair the bright- 
ness of subsequent electroplates. The 
controlled, uniform action eliminates 
under-surface shadows caused by the 
deep etching of harsh cleaners. Oakite 
Composition No. 95 rinses so freely 
that even with dry-down times as long 
as one minute—as in automatic plating 
no residue films appear on the cast- 
ings: (3) No blackening during anodic 
cleaning—castings do not lose their 
brightness during the evenly-controlled 
conditioning process, it is claimed. 
\dditional 
this material and data on suggested 


information regarding 
operating procedures will be made 
available to readers writing on com- 
pany letterhead to the above address. 


Miniature Circuit Breaker 


Mechanical Products, Inc., Dept. 
WF, 1824 River St.. Jackson, Mich. 


“Mini-Breaker” is a new miniature 
branch circuit breaker that can be in- 
stalled like a fuse in any standard 
Kdison base fuseholder delivering 110- 
125 volt A.C. service. It requires no 
additional equipment and no rewiring 
when applied as a direct replacement on 
existing fuse-protected circuits of cor- 
responding 15, 20, and 30 ampere rat- 
ings. Anyone can install it in a matter 
of seconds, and anyone can_ restore 
electrical service after an overload or 
short civeuit simply by pressing in and 
releasing the device's shock-proof reset 
button, 

In operation, Mini-Breaker safely 


interrupts excessive overloads and 


ai 


rt circuits, tripping instantly on 


shorts.” but with a built-in time lag 


handle temporary starting loads and 
e surges. While service can normally 
restored within 10 seconds merely 
pressing the reset button, the device 
WO) trip-free and positively will 


METAL 


FINISHING, 












October. 





Behind the 


iim « 
ore Anodes? 
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New Jersey Metals Co. 
Seruing industry from coast to coast since 1921 


714 ROCKEFELLER ST., ELIZABETH 2, N. J. 4N.J. METALS 
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WANT CORROSION RESISTANCE? 
” Iridite will give you better-than- 
' specification protection against 
corrosion. 


“WANT PAINT ADHERENCE? Iridite 





provides a firm and lasting base | 


for paint by preventing under- 
film corrosion. 


TU yb a3 





WANT EYE-APPEAL? Iridite can give 
you a variety of finishes, depend- 
ing upon the metal being finished 
. . . from clear and sparkling 
bright or military olive drab, to 
attractive dyed colors. 


BEST OF ALL, any Iridite finish is | 
economical and easy to apply. 


Simple chemical dip; immersion time only 10 seconds to 
2 minutes; no sealing dip; color is clear or yellow depending 
upon your requirements; salt spray resistance equivalent to 
20 to 30 minutes of anodizing, eliminates need for costly racks 
and electrical power. 


Aiiieo Research Prooucts 


INCORPORATED 


4004-06 E. MONUMENT STREET @ BALTIMORE 5, MD 





METAL 


FINISHING, 


not maintain a circuit that has not 
been cleared. Any attempt to reset the 
device against an overload or short 
only results in increasing the speed of 
tripping. 

Mini-Breaker has been submitted to 
Underwriters’ Laboratories. Inc.. and 
is said to be the only device of its kind 
ever to pass all U. L. tests required for 
listing as a “Circuit Breaker-Miscel- 
laneous.” 

Mini-Breakers, in 15, 20, and 30 
ampere ratings, are now in limited ini- 
tial production. When commerciall) 
available it will be listed by Under- 
writers’ Laboratories. Inc. and_ will 
bear the U. L. Reexamination Service 
marker as shown, according to the 
manufacturer. 

Free descriptive literature and price 
information is available upon request. 


Interior Coating for Vapor 
Degreasers 


Topper Equipment Co., Dept. MF. 
120 Central Ave., Clark Township 
(Rahway), N. J. 


“Circlad,” a new interior coating for 
vapor degreasers, has just been an- 
nounced by this firm, manufacturers 
of Circo vapor degreasers. 

The coating, applied to the walls of 
zinc coated degreasers has been found 
to double the normal life expectancy of 
such degreasers. It is a special coating 
applied over zinc-lined degreaser walls 
only. Normal protection from the zin 
lining is achieved. In addition, double 
protection is afforded by “Circlad’ 
coating over the zinc. 

“Circlad” coating is supplied on new 
Circo zinc-coated vapor degreasers. 4! 
a very modest additional cost. Maker 
states this new coating is not a substi 
tute for zinc or stainless clad degrea-et 
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5 | Ww It is an over-coating which in- 
% cl s the corrosion protection value 
of degreasers. 
Laboratory Planning Kit 


her Scientific Co., Dept. MF, 717 
ko: ves St. Pittsburgh 19, Pa. 





velopment engineers of Fisher 


Scientific Co. announce a kit which 
permits custom installations of entire 
laboratory rooms without blueprints, 
conterences, 


(he unique kit contains scaled cut- 
outs. representing 21 ready-made, pre- 
engineered steel furniture units. The 
cut-outs can be manipulated on the 
kit's graph paper (a half inch on the 
paper equals a foot in the lab room). 















not Heights of assemblies can be allowed 
| the for just as easily as floor areas by 
hort means of the kit’s booklet, which gives 
dof front and side-view dimensional draw- 
ings. Finally, even laboratory utilities 
d to (gas. electricity, water, cup sinks) 
and can be marked on the plan and ordered 
kind as part of the ready-made furniture 
1 for line, 
iscel- Included with the kit’s graph paper. 
scaled cut-outs and dimensional book- 
30 let is a complete catalog of unitized 
1 ini- furniture and photographs of  sug- 
‘tally gested laboratory installations. The kit 
nder- is packaged in a sturdy folder and is 
will available free upon request to the 
rvice above address. 
» the 
Safety Air Vent Pouring Spout 
price General Scientific Equipment Co., 
juest. Dept. MF, 27th & Huntingdon Sts., 
" Philadelphia 32, Pa. 
rhe new GS safety air vent pouring 
UE. spout fits any size carboy and assures 
mship a smooth even flow of acid without 
BOOTH 1875, 
ig for NATIONAL METALS EXPOSITION 
mn an- : 
burers Carbon treatment without shut down is accomplished by cutting out one 
or two units in a battery of filters, removing the cartridge assembly of filter 
lis of plates, and replacing with a new plate cartridge dressed with clean filter 
paper. The proper amount of carbon is mixed with water in a standby 
found tank and recirculated through the filter thus depositing the carbon on the 
icy of new plates in a cake of uniform thickness and density. The solution requir- 
pating ing a carbon treatment is then circulated through the carbon beds giving 
walls the plating solution the carbon treatment without contaminating che 
e Zin tank or stopping plating operations. 
louble The quick change feature of the plate cartridge in Sparkler filters per- 
vehedl mits replacing a set of plates in a matter of minutes. Production can be 
resumed without appreciable interruption. 
Sparkler Horizontal Plate Filters give absolutely sharp filtration at all 
yn new stages of the cycle. 
a # SPARKLER 
Maker 
substi vngponted pl 
rreasel 





19>-BEMITAL FINISHING. October. 1952 


93 











From finishing hardware... 


to sanding handles 


Armour Backstand Belts 
do the job 


For the thousands of jobs where backstand belts can save you time, 
for the thousands of jobs other coated abrasives do so well, Armour has 
the answer — there’s an Armour coated abrasive to do your job right. 


Production Tripled ! 


The Coan Mfg. Co. of Madison, Wisconsin, 
decided to use backstand belts instead of 
set-up wheels in sanding bevels on steel 
guides for vending machines. The switch 
increased production from ten to thirty 
guides per hour! These amazing results 
proved to them that Armour backstand 
belts are more efficient, more economical 
than set-up wheels. 

Belts are only one of the many forms 
of coated abrasives available to you from 
Armour. There are more than 30,000 dif- 
ferent varieties in grit size, backing, etc 
We have sheets, rolls, discs, tubes—and 
specialty sizes to meet your specifications. 

Let your industrial supply distributor 
tell you about this complete Armour line. 
Ask for your free copy of the book 
let,""Facts about Backstand Belt Grinding 
and Polishing” — or send the coupon 


We recommend buying through 


your industrial distributor 





Armour and Company « North Benton Road »* Alliance, O. 


Name 
| Title 
Firm 


Address 





City 


eames —_a_mew enw ewremewmwemwemwemen eS ee == 





right 





MAIL THIS COUPON TODAY 


\ de ———_— a es 


Please send me the free booklet, “Facts about Back- 
stand Belt Grinding and Polishing.” 





spurts or splashes. The unit is 1) ade 
of a special acid-resistant rubber and 
plastic tubing for longer life, the s) ou 
has a capacity of 5 gallons per minute, 
Acid can’t spill or splash, as a steady 
flow is assured, eliminating pumping 
or siphoning. Specially priced at $4.95, 


Mat Switches and Accessories 


The Recora Company, 7419 S. |i es. 
tern Ave., Chicago 36, Ill. 





This firm announces a new line of 
Switchmats—extended area electrical 
switches in the form of sheets or thin 
mats, Available in any size or shape 
from 2” x 2” to 36” x 144”, these 
SPST switches are actuated by pre- 
determined pressure ranging from a 


” 


few ounces to several tons. Only}, 
thick, they can be used on floors, plat. 
forms, stair treads, ete., without ob- 
structing foot or vehicle traffic. Foot 
pressure on any part of the area cover- 
ed by the mat closes the circuit; re- 
lease of pressure instantly opens it. 
Mats are hermetically sealed against 
moisture and weather between vinyl. 
rubber or neoprene. Switchmats can 
handle up to 1 ampere at 110 volts 
directly, and control the operation of 
high voltage high current devices when 
used in conjunction with the control 
boxes also manufactured by The Recora 
Company. Available controls cover 
types for temporary and permanent 
installation and provide instantaneous 
and delayed action. Typical uses are as 
versatile foot switches for various in- 
dustrial and commercial _ electrical 
equipment; actuators for automati 
door operators: entry alarms; automa 
tic lighting of yards, sign and adver 
tising displays: and for many othe: 
factory, institution, commercial an¢ 
commercial and home labor-saving an¢ 
life-saving applications. 


Safety Valve 
Kelly Safety Device Co.. Dept. VWF, 
Cleveland, O. 


A completely new type automat 
eas cut-off valve has been developed 
by the above company. The valve |: 
designed for use with natural and mat: 
ufactured gas, and is primarily intend: 
ed to be placed on a building’s ga 
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su] line in front of the gas meter. 
in «vent of a fire a fusible link, made 
f B. F. Goodrich Chemical Com- 
yan) s Geon 404 plastic, distorts at 
proximately 165°F., forcing a ten- 
sion spring to close the valve. This will 
prevent the discharge of gas from a 
melied gas meter. 

\.alves now in common use must be 
shut off by hand. This is often impos- 
sible to do because of the excessive 
heat. smoke, and fumes that accom- 
yan\ fire. The Kelly-Byrne valve is an 
automatic closing valve with ground 
metal to metal seating and proper 
openings for gas to pass through freely. 
lhe valve stem is held in an open 
position by the plastic link. When ex- 
cessive heat comes in contact with the 





plastic. the link spreads, breaks, o1 
becomes elastic enough to allow the 
stem to spring to its closed position, 
positively cutting off the flow of gas. 
Replacement links return the valve to 
perfect operating condition. 


Illuminated Panel Meter 


International Instruments, Inc., Dept. 
WF. P.O. Box 2954, New Haven 15, 


Conn, 





(his company announces the produc- 
tion of a new 114” Illuminated Panel 
Meter. They are available in Model 
190. Round Case, and Model 153, 
Square Case and have an_ external 
lamp housing. Company officials be- 
lieve that these instruments will provide 
an answer to many problems involving 
neter illumination wherever space and 
weight are limiting factors. 

or complete information on the illu- 
inated meters and other International 
miniature and sub-miniature  instru- 
ments. write to the above address. 


Tape Strengthens Abrasive Belt 


Behr-Manning Corp.. Dept. MF, 
i WN. os 


Where abrasive belts are to be sub- 
jected to excessive loads, they may be 
Strengihened quickly and inexpensive- 
IV witha backing of pressure-sensitive. 
Fiberglas-reinforced strapping — tape. 
Jovestigation by the Product Engineer- 


ing partment of the above firm, in- 
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igh lustre finish...) faster with 
UPER-HONITE CHIPS! 











YES! New Super Honite gives a better finish 
—faster—than any other barrel finishing 


abrasive. That’s because it’s the world’s 
toughest abrasive chip—engineered for grind- 
ing and burnishing to a high luster finish. 
Does it in jig time, too, because chips don’t 
€, crumble or pulverize to slow the job. 


So remember, for a better finish—in 
record time—specify Super Honite. No 
other chip cuts faster—no other chip cuts 


SL. as long! 
“8 . 
“cs TOUGHEST NATURAL CHIP! Use Regular 


Honite for close tolerance work or minimum 
removal of metal. No other barrel finishing 

S abrasive—not even granite—retains its 
edge as long as Regular Honite. 


_ a aa iim a tl ek aa i a 


WRITE TODAY for your free copy of “3M Barrel Finishing” 

. it’s filled with helpful information for increased effi- 
ciency, lower costs. Address Minnesota Mining & Mfg. Co., 
Dept. MF102, St. Parl 6, Minnesota. 


Rs Ge kewa wad ces cd act) deb Oe cedcadecstasecéeiasws 
GN eds os abendetedendiiédndadadesinccusddas 
yg OTT TETTUTET TET 


ee ee 


CEN cwadiveawnddnns.oe cng cde ccd GnGecdcenecaees 





------n-n 


sentesbtneeananenneanaeennnmnenatiittidaiiiiiiiin 


Made in U.S.A. by Minnesota Mining & Mfg. Co., St. Paul 6, Minn.—also makers of 
“Scotch” Brand Pressure-sensitive Tapes, “Scotch” Sound Recording Tape, ‘Un- 
derseal”” Rubberized Coating, ‘‘Scotchlite’’ Reflective Sheeting, ‘“‘Safety-Walk”’ 
Non-slip Surfacing, ‘3M’ Abrasives, “3M” Adhesives. General Export: 122 E 
42nd St., New York 17, N. Y. In Canada: London, Ont., Can. 



















































‘ p E AR AK POSITIVE 


Standard Proven Design Used 
Since Inception of Anodizing 


trom 1” diameter to 112" diameter. 


insolation coated. 


Quantity Price 
] $8.00 per 
10 7.50 per 
25 7.00 per 
100 6.50 per 
500 6.25 per 


F.O.B. New York City 





ORDER NOW! 


SPRING CONTACT 


ANODIZING RACK 


Eliminates Costly Rejects! 





Precision made and sturdily constructed to assure 
uniform quality work consistently. The one piece 
hook and stem features a built-in-spring contact 
so that the rack will fit snugly on anode rods 
Spring is 


rack 
rack 
rack 
rack 
rack 


feailable for immediate delivery. 


frm) SPECIAL CHEMICALS CORP. 


30 IRVING PLACE, NEW YORK 3, WN. Y. 
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1. Place the abrasive coated belt over two 

flanged pulleys on which the grooves are the 

same width as the belt. Hold the pulleys apart 
to keep a tension on the belt. 


2. Mount a roll of strapping tape on a spindle 

between the pulleys. Attach the lead end of 

the tape to the underside of the belt and 
rotate the belt and pulleys as shown. 


3. Start the tape on the belt at the point 
most distant from the belt joint. When the 
belt is fully lined, cut the tape at a point that 
will allow about two inches overlap. 

dicates that this simple modification 
may often permit the use of these belts 
for fast removal of metal and in fining 
operations formerly considered too 
severe for commercial equipment of 
this type. 

Reinforcement is accomplished by 
lining the cloth side of the belt with 


a lamination of the pressure-sensitive 


tape. A simple arrangement of pulleys 
can be set up to expedite the job, Behr- 
Manning engineers report. Two pulleys 
are mounted in tandem and the belt 


| to be reinforced is placed over them. 


A roll of strapping tape is mounted on 
a spindle between the pulleys, and the 
lead end of the tape is attached to the 
underside of the belt. By rotating the 
belt, the tape will be drawn from the 


4. Polishing the flash marks from a sink trap 
with a reinforced abrasive belt. Notice the 
severe tension that is exerted in the belt as 
the work is pulled into it. 





Remove 


Occluded Salté 
with 


DU-LITE “SD” 


“Creeping salts”, the residual reac- 
tion often following the black oxidizing 
of metals, can now be_ removed 
without special equipment with Du-Lite by 
“SD”. This new compound eliminates are 
special rinses and extra handling 
which have previously been required. 
“SD" was developed specifically to 
remove trapped salts from the surface 
of porous, laminated, sintered, spot- Pa 
welded, and similar parts. 


Du-Lite “SD" can be used in an 
ordinary iron tank. It completely re- can 
moves all salts with a visible “boiling” 
action, even in blind holes and the 
most irregular surfaces. “SD” requires 
no strength tests and only the normal trate 
dragout need be replaced. hy 


In addition, “SD" liquid compound 2.39 
leaves a light protective coating 
which in many cases provides a satis- 
factory final finish. 


Production proven “SD” liquid com- 
pound is available immediately. 
Descriptive bulletin is being mailed 
to all Du-Lite users; if you haven't re- he 
ceived yours, write today to “The 
Finishing Specialists”. Mas: 


DU-LITE CHEMICAL CORP. 
MIDDLETOWN, CONN. 

Send more information on Du-Lite “SD”. ...... [ 
Send information on metal finishing products. . | 
Have your representative call..........++: 
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an 


re nd pressed to the back of the 
bell vs it passes over the first pulley. 

iddition to increasing the tensile 
th of the backing of the belts, 
rmination of Fiberglas filament 


str 
thi 
tap reinforces the belt joint and in- 
s the crosswise rigidity of nar- 
row pelts 34-in. or less in width. Thus 
ede. bowing and twisting are elimi- 
nal 

Replacing canvas or mattress tick- 
ing set-up belts with coated abrasive 
belts so strengthened does away with 
problems of wild grain marks, shed- 
ding and ravelling. It also reduces the 
annovance of make-ready, cuts set-up 


time and minimizes maintenance of 
set-up equipment. 
Metal Cleaners 
Solventol Chemical Products. Ine.. 
Dept. MF, 15841 Second Blvud.. De- 


troit 3. Mich. 


\n expanded series of liquid Di- 
Phase metal cleaners for use in spray 
and dip cleaning of all types of metals 
during processing has been announced 
by this The 
are added to water in concentrations 


firm. Di-Phase cleaners 
of from 1% to 10° depending upon 
the operation and whether or not sim- 
ultaneous rust protection is desired. 
Parts cleaned by the Di-Phase method 
may be stored for weeks, even under 
bigh humidity, without rusting, yet 
ean be successfully painted, phosphate 
coated. ete.. 

Di Phase 
trates. baths and processes are covered 
by UU. S. Patent Nos. 2,399,205; 
2.399.267: and 2.583.165. Unrestricted 
will be 
granted on request at established roy- 
alties 


without further cleaning. 


metal cleaning concen- 


licenses under these 


patents 


New Type Buffing Wheel 
George R. Churchill Co., Dept. MF, 
(913 Fayette St.. North Quiney 71, 
Mass 


[he above company has developed 
a new type of finger buff called the 
“P30.” that is claimed to be ideal for 
hand buffing and machine operation 


alik 


bach buff finger of this new type 
Buf] is constructed by folding the cloth 
in pleats. It is this pleated construction 
Hhat (raps and holds the cutting com- 


pounds for all kinds of polishing and 
pull requirements. Each — pleated 


ull linger is set at the proper angle 
wheel to prevent gouging or 
trea\ing of the work. 


Ol'ored at the same cost as the reg- 
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CUT FASTER, LAST LONGER 


Bicoss-enss Polishing Wheel 
Cement, laboratory-controlled 
through every step of production, 
will arrive at your plant ready for 
use! Viscosity is constant, regardless 
of normal temperature variations and 
the cement can be applied directly 
from the container .. . without mix- 
ing or heating. Kold-Grip is clean, 
odorless and very easy to handle. 
Coarse or fine-grain abrasives set up 
right for fast cutting efficiency. Sub- 
stantial savings are effected through 
longer over-all wheel life, fewer set- 
ups and reduced wheel inventory. 
Wheels dry rapidly, are unaffected 
by humidity changes, and may be 
stored in any convenient plant area. 






HARTFORD TRIPLE ACTION 
CUTTING and 


Let our polishing engineer demon- 
strate Kold-Grip for you, or send for 
free sample, telling us the metal to 
be polished, grain sizes to be used, 


and drying facilities available. 
can help you if we hear from you. 


We 


CHEMICAL COMPANY 
vi> Military 
Detroit 4, Mich. 


TUMBLING BARRELS 












THE HARTFORD STEEL 


for better work in less time! 


For uniform cutting down, wet or dry grinding 
tumbling, pulverizing and mixing, the unique design 
of Hartford Triple Action Barrels saves time and 
money and produces better resu!ts. Hartford Barrels 
give a TRIPLE ACTION in tumbling the material, an 
“over and over, end to end, folding-in” motion com 
bined, which quickly grinds off burrs, and finishes 
and smooths the general surface of any article in the 
load. These barrels cre avail 
able in two sizes, large and 
small, and with both motor and 
belt drive 


steel burnishing balls scientifi 


Hartford also makes 
cally correct in design and ma 


terial for each specific job 
Bulletin on request. 


7.1 Be of oF 


HARTFORD 6, CONN. 


DETROIT 
W. S. TURNER 
445 NEW CENTER BLOG 


CHICAGO 
VICTOR R. CLARK 
605 W. WASHINGTON BLVD 


2HSse2 
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GUARANTEE TRUST BLOG 





NEWARK, NL J 


LOS ANGELES, CAL 
E. 0. MALTBY CO 
1718 SOUTH FLOWER ST 


EXPORT 


972 BROAD ST 55 W. 4260 ST 


R. A. RODRIGUEZ. INC 
WEW YORK 

























A production cleaning and processing set- 
up consisting of a series of Magnus machines 


.no gears.. 





FOR 
COMPLETE 
DETAILS 


write for 


thetop... 


Bulletin 
7O03AL 
























ular tine of Churchill Finger Buffs the 


new “P-30” is produced in all types of 


cloth and in all sizes from 6” to 18” 

diameters. 
For further 

samples, write to the manufacturer. 


information and free 
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WAS DESIGNED FOR 
YOUR PRODUCTION LINE 


It is powered by compressed air. It has no motors 
.no sprays. It eliminates overhead 
conveyors and hoists. It uses minimum floor space, 
and fits into any production line. 


ON-THE-SPOT CLEANING FOR ANY DEPARTMENT 


And low cost cleaning, too—for this Magnus Aja-Lif 
Cleaning Machine saves labor, speeds cleaning by 
astounding margins, and is low in first cast as well 
as in upkeep. As for quality of cleaning—there is 
nothing like it, because it gives you a mechanical 
“shearing’’ action on the dirt, plus constantly agi- 
tated cleaning solution that works faster and better. 


ONE-MAN OPERATION 


The Magnus Aja-Lif Machine loads and unloads at 
at waist level. One lever lowers the batch, 
starts the machine, cuts it off and raises the batch 
at the end of the cleaning cycle. 


MAGNUS CHEMICAL CO. ¢ 11 South Ave., Garwood, N. J. 
In Canada — Magnus Chemicals, Ltd., Montreal. 
Service representatives in principal cities. 





Vapor Degreaser Uses Standard 
Drum 
Currier Co., Dept. MF. 
Ave., Oakland 4, Calif. 
Known as the “Drum Major,” an 
inexpensive vapor degreaser using a 


n 
replaceable standard 55-gal. 





710 -73rd 


readily g 
steel drum for the cleaning tank is now 
in production by Currier Co., Oakland, 
Calif. 

The unit of the 
vapor solvents for rapid degreasing 


uses any modern 
and cleaning, eliminating the mess and 
hazard of cleaning with flammable li- 
quid solvents. Condenser and heating 
units are externally mounted, leaving 
the drum unobstructed and 
providing maximum work area. Elec- 


interior 


tric heating elements are beneath the 
drum bottom, protected from caking 
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or sludging in dirty solvent and fro, \ 
damage due to a dropped object i: Vi 
the cleaning tank. After long use. so “al 
vent can be recovered from accumu pk 
lated sludge by simple distillation uti to 
izing the unit’s own condenser. 

Thermostatic controls automaticall 

maintain correct vapor level. No wate | 
connections are required; installatio: ine 
merely requires plugging in to a 22 Lo 


v., 60 cycle a.c. power source. Elements 
are rated at 3500 watts. Initial solvent 
charge requires 5 gallons. Drum is 
supplied with the unit, and may be 
replaced when necessary with am 
standard 55-gal. drum. 

Literature and prices may be obtain 


ed from the manufacturer. 





Protective Masks 


General Scientific Equipment Co. 
Dept. MF, 2700 W. Huntingdon St. 
Philadelphia 32, Pa. 


G-S_ protective masks consist of ai 





aluminum shield, which is held in posi: 






tion by an adjustable elastic head band 








and replaceable laminated filters. They 





protect throat, nose and_ bronchia 
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tubes from larger particles of non- 
tox dusts that 
causing discomfort and_ in- 


irritate these mem- 
branes, 
ereised susceptibility to infection. 
portant from the standpoint of 
the wearer is the fact that these masks 
weizh less than 14 oz. They are cooler 
and more comfortable than any other 
type. Thus they are more frequently 
used and accomplish more good than 
masks which may cost many times as 
much, but are not worn consistently. 
The effectiveness is readily seen by 
filter discoloration, caused by dust as 
indicated in the photograph. They cost 
only 30e each. Refills $2.00 per 100. 



























fro \ package of 25 refills is 50 cents. 
t Minimum shipment, 4 masks and 50 
) $01 refills, $2.20 or equivalent. For com- 
umU- plete information or trial order, write 
ull HB to the above address. 
cal Ilon-Exchanger 
iCall 
water PUP Reactor Div., Enley Products, 
jatior inc.. Dept. MF, 254 Pearl St., New 
99 York 38, N. Y. 
ments 
rivent 
im is 
1) be 

an\ 
btain 
b-G0; 
mn St. 

of all 
n posi 
| band. 
3 They 

Reactor 

ynchia 


his firm has introduced the “Pup” 
Reactor. The “Pup” (P.U.P. for Plas- 
| tic Unit Process) is claimed by the 
}manufacturer as capable of doing 
everything in ion-exchange. It is sturd- 
jily constructed throughout of high 
} temperature Lucite and offers excellent 
i chemical resistance plus clarity. 
» As a companion to the Reactor. En- 
® also introduces the “Pup” Regener- 
ator Tube which facilitates easy, fast 
Hregeneration by the user. The Regen- 
erator Tube is used by simply attach- 
Png it to the “Pup” Reactor, and also 
allows for backwashing of resins. 


lhe Reactors are available in two 





zes and 3 heights, and can be used 
prdividually or in series, providing a 
‘apacity up to 12,000 gallons. 


One unit, including the resins for 
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BEX pasceors * 


Decided advantages over any 
other gold plating process 


@ Produces mirror-like deposits regardless of 


thickness. 

@ Eliminates the need for scratch brushing or 
buffing. 

@ Excellent gold plate distribution. 

@ Bright deposits over wide current density 
range. 


@ Particularly good hiding power. 

@ Cathode current efficiency is 100%. 

® Operates at relatively low temperatures which 
are not critical. 

@ Codeposition of other metals 
ible for hard, durable surfaces. 


readily feas- 


@ Ideally suited for specification plating. 
@ Excellent for electronic work. 


Packaged in 1, 5 and 10-ounce bottles. 


P 










BRIGHT 


PROCESS 


e Current installations demonstrate that 
a great step forward has been made in 
bright gold plating for industrial and 
decorative application. 


A potassium gold cyanide solution 
made from Sel-Rex BRIGHT GOLD 
SALTS, requires no complicated 
equipment. Conventional racking 
procedures are adequate. The solu- 
tion is stable and easily maintained. 


You pay no royalties or licenses. 


The Sel-Rex BRIGHT GOLD 
PROCESS, by eliminating scratch 
brushing and buffing, reduces oper- 
ating costs. Specification plating can 
be accurately accomplished by the 
use of simple mathematical formulae 
provided. 





Stock maintained to assure prompt 
shipment of your order. 


Other Sel-Rex Precious Metals — 
Silver Sol-U-Salt, Gold and Rho- 
dium salts and solutions available 
for immediate delivery. 
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“ > SEL-REX PRECIOUS METALS, INC. 


® 
Dept. MF-10 
demineralizer (and 


use aS a water 


which may be regenerated by the user}. 





Demineralizer 


1952 


229 Main Street e 


Belleville 9, N. J. 


is priced at only $49.95. All units have 
glass wool at the top and bottom, and 
of 1, 


They are easily secured on floor, table 


outlets inch or more tubing. 
or other surface by use of accessories 
provided by the manufacturer. The top 
lid is removable so that the Regenera- 
tor Tube may be fastened on for im- 
mediate regeneration when necessary. 

Further information on uses and 
prices can be had by writing the man- 


ufacturer. 


Exhaust Hood 


Creative Development & Mig.. Ine.. 
Dept. MF, 2222 East First St., Dayton 


», OL 


A new development in exhaust hoods 
for buffing and polishing wheels. 
Curved Airfoils that can be quickly 
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ON SMALL JOB LOTS 
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TILT-TYPE BENCH MODEL 
— motor or belt driven. 
Adjustable elevation. Steel, 
wood, rubber lined or alloy 
metal barrels. 





HORIZONTAL FLOOR 
MODEL — light duty for 
bulk tumbling and burnish- 
ing of small parts. 


when you use a Henderson 


Oblique Tilt-type Bench Model 
Tumbling Barrel. 


Ideal for SMALL-LOT FINISH- 
ING and SAMPLE LOT PRO- 
DUCTION of jewelry, clock parts 
and similar products requiring a 
quality finish at minimum cost. 
Widely used in laboratory experi- 


mental work. 


ALSO HORIZONTAL TUMB- 
LING BARRELS both light 
and heavy duty for small-lot and 


quantity production. 


Tumbling barrels for every purpose 
or, made to order to meet your 


special requirements. 


Write now for further information. 


Since 1880 Designers and Builders of Tumbling Barrel Equipment. 


THE HENDERSON BROS. COMPANY 


135 SOUTH 
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LEONARD ST. 


WATERBURY 85, CONN. 


adjusted close to the surface of the 
buffing wheel in the hood picks up 
“wind” created by the revolving wheel. 
along with particles of metal, dirt and 
dust that normally follows around with 
the wheel, and blows it into the ex- 
haust system with considerable velo- 
city. This greatly increases the eflici- 
ency of the exhaust system and elimi- 
nates polishing dirt from being dis- 
charged onto the work and operator 
and into the plant. 

The standard model shown above 
can be adjusted for wheels up to 16” 
diameter and 7” wide. It retails at 
$125.00. The manufacturer will also 
make Air-Flow hoods to specification. 

Further 
tained by writing to the manufacturer 


information may be ob- 
at the above address. 
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Plastic Safety Goggle 
United States Safety Service (Co, 
Dept. MF, 1215 McGee, Kansas (jj) 
6, Mo. 





A new plastic safety goggle trade 
marked SAF-I-FLEX has been devel 
oped and is now available. It is claimed 
by the manufacturer that through ney 
design and using newly developed and 


improved materials that this safet 
goggle offers features of genuine con 
fort in wearing and extra strength and 
durability never available before. 

\ newly designed frame of pliab! 
Vinyl has rolled edges where it co 
tacts the face and new type grid vent 
lation which makes the gogele unusu 
ally comfortable and entirely fog fre 
The clear frame permits full side visio: 

The new style lens can be easily an 
quickly changed. It locks securely in! 


the frame channel at 7 different poin': 


and is optically correct. 
It is claimed that the SAF-I-FLE’ 


offers full protection from all impaet 


hazards and that it exceeds Federa 


Specifications for impact resistanc 


and strength. It will fit over even th 


widest type personal glasses and |} 


cause of its extreme light weight (1. 


ounces) is very comfortable to wea! 


It is in the low price field and this 


plus the long life of materials used a 
replaceable lens, should make it vei 
economical. 
Pocket-Size Volt-Ammeter 
Pyramid Instrument Corp., Di 


MF. Lynbrook, N. Y. 


The Amprode “300,” a new pock 
size volt-ammeter with nine ranges U 
to 300 amps and 600 volts, has ju: 
been introduced. The instrument is 


the “snap-around” type, which enable§ 


the user to measure current instanl 
without shutting down equipment | 
making ammeter connections and 1 


corporates six advanced engineeril 


and design features. 
This one instrument covers 1 

ranges: 0-6/15/30/60/150/300 an 

A-C, 0-150/300/600 volts A-C. V« tag 


test leads are equipped with new ! 
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e safety plug. which automatic- 
ulates itself when removed from 
jaws are completely insulated 
sockets. 


shorts and shocks. Probe jaws 


into the protecting 


are nted for working in crowded 
Ww and terminal boxes. No-rim 
wil floods scale with unobstructed 
lioht ‘rom the sides. The instrument 


<et-size and belt-mounting. 
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Electrolytic Cleaner Brochure 


It. D. MacDermid Chemical Co.. 


P Dept. MF, Bristol, Conn. 


lhe above firm has recently issued 
booklet on 


group of hi-speed electrolytic cleaners 


S}\ page Ferrodex. a 
designed for rapid soil removal. A se- 
lection chart assists in choosing the 
correct type of cleaner for the basis 
information is 


metal. and detailed 


eiven on each cleaner. 
New Chemical Brochure 
The Harshaw Chemical Co., Dept. 


WF. 1945 East 97th St., Cleveland 6. O. 


This company has issued a new 
booklet entitled, “Harshaw 
lor Industry and Laboratory.” The 16 


Chemicals 


page illustrated brochure has informa- 
tion on the firm’s plants and research 
laboratories, catalysts, salts. fluorides. 
driers. pigments, ete., giving a com- 
plete word and picture story of Har- 
shaw's activities in the chemical field. 


New Orlon Catalogue 


W orklon, Inc., Dept. MF, 253 West 
26th St.. New York, N. Y. 


[his attractively illustrated 16 page 
catalogue shows in a group of drama- 
tic “half-and half” pictures (half of 
the garment in Orlon, other half in 
cotton}, and in actual reports, the re- 
sulls of extensive laboratory tests and 
en-the-job tests. Worklon uniforms in 
Urlon are completely resistant to acid, 


chemicals, grease, dirt, sunlight, ultra- 
‘iolet rays, mildew, moths and abra- 
‘ion. They launder and dry quickly. 
tee no ironing and hold a permanent 
‘rouser crease. In addition, they out- 


| ° , : 
last cotton uniforms 13 to 1. and affect 


-avings of at least 80°; ! 

tured in the catalogue are the 
Hlewest styles of men’s coveralls, work 
laboratory 
ips. Similar clothes in cotton are 


and trousers. coats 
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specific needs. 


Write today for 
full information 


in standard or special 
conveyor 
models 


still carried. and latest additions to the 
line are denims for work and _ play, 
and dungarees—making it possible for 
the industrial wroker to have a com- 
plete Worklon wardrobe. To receive 
ce pies of this catalogue, write to the 
above address. 


Revised “Vacuum Processing 
Systems Catalog” 
F. f Stokes Machine Cox Dept. VF. 
1500 Tabor Rd., Philadelphia 20, Pa. 


editon of the 
catalog on “Complete \acuum Pro- 


A revised | 2-page 
cessing Systems” has just been released 
by the 


changes are new sections on Vacuum 


above company. Principal 

Metallizing and Vacuum Furnaces. 
Many types of vacuum equipment 

widely used in industrial processes are 


costly 
ith BLAKESLEF 


metal parts washers 


G. S. BLAKESLEE & CO. 


CHICAGO + NEW YORK + TORONTO 


SOLVENT VAPOR DEGREASERS 


CANADA 
G.S. BLAKESLEE & CO.,LTD. 
1379 Bloor St., W. 
TORONTO 9, ONTARIO 


Niagara Metal Parts Washers 

furnish the most dependable continuous oper- 
ation. Consistent performance plus efficient 
cleaning keeps subsequent finishing lines going. 
For continuous and batch type metal parts 
washers you can put your confidence in a 
Blakeslee engineered product designed for your 


See BLAKESLEE at Space 540 
NATIONAL METAL EXPOSITION 
OCTOBER 20-24 
EXHIBITION HALL—PHILADELPHIA 













BLACOSOLYV the 


highest stabilized 
degreasing 
solvent 


1844 So. 52nd Ave. 
CHICAGO 50, ILL. 


NIAGARA-METAL PARTS 
WASHERS—built 
to fit your 


pictured and described in the catalog. 
Included are: rotary and rotating va- 
shelf 


freeze-drying equipment, impregnators, 


cuum dryers, vacuum dryers, 
extraction and solvent recovery appara- 
tus, and vacuum pumps. 

Copies of the catalog, No. 730. may 
be obtained by writing to the above 


address. 


Unichrome Conversion Coatings 


United Chromium, Inc., Dept. MP, 
100 East 42nd St... New York 17. N.Y. 


Unichrome Dip and Anozine pro- 
cesses for producing corrosion-resist- 
ing. chromate conversion coatings are 
described in literature now available 
L nited 


from L ni- 
chrome Dips produce clear. 


Chromium. Ine. 
vellow, 


olive drab. brass-« olor. and blac k coat- 
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Available in 






ings on zinc and cadmium by simple 
chemical action.. The Anozince process 
is an electrolytic one used to produce 
clear, yellow, and black conversion 
coatings on zinc. Literature may be 
obtained from the above company. 


Neoprene Connectors 


Joy Manufacturing Co., Dept. MF, 
Henry W. Oliver Bldg., Pittsburgh 22, 
Pa. 


This manufacturer has just com- 
pleted a three-color bulletin on their 
one-piece molded Neoprene connectors 
for heavy industrial applications. In 
it these plugs and receptacles are de- 
scribed as shatter-proof, watertight and 
highly resistant to the deteriorating 
effect of sunlight, oils and acid. For 
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Kiln-Dried Maple 
or Steel Shells 


GLOBE 


direct motor drive 


TILTING 






TUMBLING 
BARRELS 





FINER FINISHES AT LOWEST COST. Today 
Globe Tumbling Barrels assure you 
increased production and finer, 
more economical finishes. Globe’s 
exclusive work-shifting bottom gives 
six-way motion for greatest parts 
agitation to save finishing time and 
to give uniformly finer finishes to 
your parts. Low speeds for non- 
ferrous metals and plastics assure 
quality finishes with less spoilage. 


Globe’s direct motor drive is a space- 
saver for your shop, and its compact, 
rugged construction means years of 
dependable service. 


FREE EXPERIMENTAL SERVICE 


Like to cut finishing costs? Hupp’s 
experimental laboratory will analyze 
your product finishing needs and 
make cost-saving recommendations. 
Send samples of your parts to be 
processed and a finished part. No 
charge or obligation. Write today! 


Hupp Manufactures A Complete 
Line Of 
Tumbling Barrels and Deburring Machines 


more details including a copy of this 
new bulletin (No. B41) send request 
to the above address. 


Magnesium Finishing 


The Dow Chemical Co., Dept. MF, 
Midland, Mich. 


Magnesium Finishing, a new revi- 
sion of the manual on finishing sys- 
tems for magnesium products, is avail- 
able from the above company. 

The 128-page manual describes in 
detail surface stability, and surface 
treatment, including cleaning, mechan- 
ical finishing, chemical treatments, 
electroplating, painting, and assembly 
protection for magnesium alloy die 
castings, sand and permanent mold 
castings and sheet, plate and extrusions. 
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Safety First Shoe Catalo 


Safety First Shoe Company, 


MF, Holliston 5, Mass. 


A colorful new catalog, recent): pre. 
pared by this firm, gives compl rs 
formation about Safety First ste. |-to 
safety shoes. 

Included in the new catalog ar: 
reproductions and cut-away dra ings 
of new shoe styles equipped wit): ai; 
cushioned innersoles of genuine (oay 
latex. These new innersoles give a d 
gree of comfort to safety shoes not 
obtainable with ordinary leather inne; 


soles. 


olor 


Other portions of the catalog con 
tain photographs and facts about th: 
regular line of “dress” and work shoes 
mannfactured by Safety First 


Co. 


Shoe 


Dyes for Metallized Plastics 


Schwartz Chemical Co., Ine., Dep 
MF, 326 West 70th St.. New York °? 
NE 

How Rez-N-Dye cold-dip dye is by 
ing used by the industrial world 
impart color to metallized plastics is 
described in a data sheet now availabk 
from this firm. 

After the plastic product has alread) 
been metal coated and lacquered, a 
final quick dip in Rez-N-Dye adds bril 
liant color in seconds. according to the 
manufacturer. 

A gleaming gold appearance Cal D 
obtained by dipping the previous) 
plated object into yellow Rez-N-Dye 
Other Rez-N-Dye colors can be used 
to impart a copper, antique or pastel 
effect. The data sheet points out that 
the cold-dip dye requires no heat or 
dilution and is available in 22 irans 
parent colors. 


The Effect of Copper Undercoats 
on the Protective Value of Nickel: 
Chromium Coatings on Steel 


Internationa! Nickel, Dept. MF, 6/ 
Wall St., New York 5, N. Y. 


This booklet contains 12 pages, wel 
illustrated and documented with tables. 
Gives the results of an 18 month study 
on high carbon steel panels plated with 
and with 
nickel-chromium coatings and subject 
ed to various atmospheric and acceler 
ated exposure tests. It concludes thal, 


nickel-chromium copper 


except in a carbon dioxide saturated 


‘ 
) 


hot water test, composite coating 
copper and nickel were inferior to soli¢ 
nickel coatings of equal thickness. 
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New Turbidity Bulletin 


Instrument Co., Dept. MF, Ber- 
enveld, N. J. 


ther bulletin, of the photo-elec- 

tri oye series, is now made available 
by ‘ve above firm. 

bulletin, No. 604, covers the 

furvidity Recorder TR-6 for measur- 

ing accurately the amount of light cut 


y undissolved substances sus- 
pended in fluids. Pertinent information 
relative to operating principles, and 
range of application of the turbidity 
instrument to main line of processing 
or sampling line, is included with tech- 
sketches illustrating various 
indicators and _ recorders. 
lhe bulletin points out the total range 
or recorder of the Ess 
lurbidity Recorder is 3 parts per mil- 
lion on the silica scale. Copies of Bulle- 
tin * 604 available on request. 


oti DY 


nical 


chambers, 


of indicator 


The Eleectrodeposition of Nickel 
from Nickel Chloride Solutions 


International Nickel Co., Dept. MF. 
67 Wall St., New York 5, N. Y. 


pages, 09 


lhis booklet 


charts, 5 tables and illustrations. Com- 


contains 28 


pares nickel deposited from all-chloride 
solution with that from ordinary. sul- 
fate electrolyte and finds them of equal 
protective value. However, the nickel 
deposited from the chloride solution is 
of finer grain, harder, stronger and 
ductile. Other 
tages include indicated 50% 


somewhat less advan- 
reduction 
in voltage and power consumption. 
higher efficiencies, ease of control and 
wide plating range. Also smoother. 
tougher, more easily buffed deposits 
and less pitting. 


Control of Dermatitis 


West Disinfecting Co., Dept. MF, 
62-16 West St., Long Island City 1, 
aes 


lhis new booklet presents a simple. 
inexpensive 
for 


cleanliness, 


prevention and _ control 


program guaranteeing personal 
protecting exposed — skin 
areas, preventing clothing contamina- 


tion, and guarding against special haz- 


ards, After outlining the problem, the 
booklet lists the conditions which 
should be checked to determine the 
ca of a case of dermatitis when it 


s. A six-page chart covering a 


wid’ range of industries lists various 
Worsing conditions, types of dermatitis 


prevalent where these conditions exist, 
an’ -uggested preventive measures for 
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Chemical conversion films, formed by 
metal-finishing chromates, provide good 
paint adherence and corrosion protec- 


tion on zine, cadmium, aluminum, mag- 


nesium, iron and steel. These 


are non-electrolytic, and should not be 
confused with those resulting from ano- 
dizing. The metal to be treated is simply 


immersed in the chromate-containing 
solution for a short period during 


which, according to accepted theories, 
the chromium combines with the basis 


metal to form 


film. This film differs from 


SODIUM BICHROMATE e SODIUM CHROMATE 








finishes 


a thin, complex oxide 


chromate 


270 MADISON AVENUE, NEW YORK 


primers in that it becomes an integral 


part of the metal surface. 


hese chemical which em- 
ploy sodium chromate, sodium bichro- 
mate and chromic acid are invaluable 
in extending the use of scarce metals in 
both military and civilian production. 
When compared to anodizing they have 
the advantage of and 
quicker. 


processes 


being cheaper 


For further information regarding the 
process described above, as well as any 
of the many uses for 
chemicals, Mutual's 
and Development Department. 


chromium 


Research 


other 
write to 


e POTASSIUM BICHROMATE e CHROMIC ACID 


MUTUAL CHEMICAL COMPANY 


OF AMERICA 


16, N. Y. 





each. Brief descriptions of typical in- 
dustrial skin troubles are included. 


Uses of Peroxygen Compounds for 
Treating Metal Surfaces 
Becco Sales Corporation, Dept. MF, 
Station B, Buffalo 7, N. Y. 


The various possibilities of advan- 
tageously using peroxy gen compounds 
in the treatment of metal surfaces are 
outlined in a new bulletin No. 39 re- 
cently issued by the above firm. 

Peroxygen compounds useful in the 
treatment of metals are mainly hydro- 
gen peroxide, persulfates and peracids. 
These products have found use in 
treatments to improve the adhesion of 
finishes to metal surfaces, to improve 
the appearance of finished articles by 


applying chemically produced surface 








1952 


films and to facilitate certain plating 
operations. 

Four general types of procedures 
for treating metal surfaces with oxi- 
dizing agents are covered in the bulle- 
tin. They are: 1) producing an oxide 
film on the metal surface; 2) removing 
undesirable components of the metal 
surface: 3) dissolving and removing 
metal from a metal surface: 4) keep- 
ing constituents of certain treating 
solutions in the proper state of oxida- 
tion. The potential useful- 


ness of peroxygen compounds as ap- 


actual or 


plied to each of these four treatments 


is described in some detail: various 
examples are cited, 

Copies of Bulletin No. 39, “Surface 
Treatment of Metals with Peroxygen 
Compounds,” may be obtained by writ- 


ing to the above address. 
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You may now obtain a R-A Periodic 
Reverse Unit for electroplating generators, 
and one for electroplating rectifiers up to ! 4) 
2,000 amperes. Y 


For increased production, improved quality, fewer 
rejects, lower labor costs—which translates into higher profits 
use Richardson-Allen dependable rectifiers. 


The basic R-A Rectifier is widely used where a single 
voltage or current is needed or where several rectifiers 


are to be paralleled. 


For electroplating chrome or bright nickel a 22-position 
tap switch is supplied. For electroplating gold or silver, 
and for anodizing a 36-position tap switch is used. 


A special Heat Exchanger unit is available for use in 
corrosive atmospheres. This R-A development permits 
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operation at elevated ambient temperatures with a minimum 


temperature rise. Long, uninterrupted, dependable 


service is assured. 


write for descriptive literature 

RICHARDSON-ALLEN CORPORATION ——-s % 

a manufacturing affiliate of }—— - 

WESLEY BLOCK AND COMPANY, 39-15 MAIN ST., FLUSHING, N. Y. a = 
IN CANADA: Richardson-Allen of Canada, Ltd., 370 Victoria St., Toronto, Ont. 

CONVERSION 


LEADING POWER 


Dynaclone Dust Filter 


The W. W. Sly Manufacturing Co.. 
Dept. MF, 4700 Train Ave., Cleveland 
2, O. 


This new bulletin describes in detail 
the new Sly Dynaclone dust filter, de- 
signed primarily for the continuous 
process industries where uniform suc- 
tion at all dust points is essential. It 
gives complete engineering data on this 
equipment, including details of con- 
struction, principle and application. 

Included in the bulletin are hints on 
the engineering of dust control prob- 
lems. as well as other useful engineer- 
ing aids, This bulletin is a must for 
all industries confronted with dust 
problems. 
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SPECIALISTS 


Story of Modern Tin Plate 


Wheeling Steel Corp., Dept. MF, 
Wheeling, W. Va. 


The marvels of high-speed, quality 
production and engineering genius that 
turn out miles of tin plate every day 
for food canning and hundreds of 
other products are portrayed and de- 
scribed in a new booklet by this cor- 
poration. Mainly pictorial, the 16-page 
booklet shows what goes on _ inside 
Wheeling’s Yorkville (Ohio) Works 
a major production center for cold re- 
duction tin plate, electrolytic tin plate, 
black plate, and terne plate. 


Continuous annealing of steel strip. 
hot dipping, temper rolling, and photo- 
electric quality control are among the 
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techniques contributing to  suste ed 
high quality and versatility of mo. +, 
tin plate—all described in the \ 
Ductillite booklet. 

The booklet highlights a mos' 
portant recent step in improved {in 
plate technology—the advent of « ‘ec. 
trolytic tin plate. In 1942 Whee ing 
placed in operation at Yorkville on. of 
the first complete electrolytic tin } late 
Applying a wide 
range of lighter coating weights o/ tin 


production — units. 
to a continuous cold-reduced strip. thy 
electrolytic tinning process, in addition 
to conserving vital supplies of tin in 
critical times, has greatly accelerated 
production of tin plate to meet the 
country's almost insatiable demand fo, 
containers, caps, and closures. 


Report on Use of Platecoils 


Kold-Hold Manufacturing Co., Dept 
WF, Lansing, Mich. 


The how and why of the savings 
made by Platecoils in heating and cool. 
ing processes are described in detail in 
a new 20-page brochure just released 
by the above firm. The brochure shows 
“How 


coils at a savings throughout industry.” 


Platecoils have replaced pip: 


It explains the savings made at the 
Motor Wheel Corporation, Nash-kel- 
vinator Corporation, Phileo Corpora- 
tion and ten other companies as a re- 
sult of replacing pipe coils with the 
more efficient Platecoils. The variety 
of heating and cooling processes de 
scribed show the diversity of applica 
tion of the Platecoils. 

Copies of this new brochure may bx 
obtained by writing Mrs. Lee S. H or- 
thington, Advertising Manager of thi 
company. 


Immediate Setting Floor Patch 


Flexrock Company, Dept. MF, 3665 
Cuthbert St., Philadelphia 4, Pa. 


Repairs holes, ruts, breaks, pitted 
areas in concrete floors. New descrip 
tive 4-page, 3-color folder has bee! 
designed to give all technical data. 
Cathode Potential, Efficiency and 
Throwing Power of Nickel Plating 

Solutions 


International Nickel Co., Inc., Dep! 
VF. 67 Wall St... New York 5, N.) 


This pamphlet contains 8 tables an 
charts which present technical data ©! 
properties affecting throwing power 0! 
nickel chloride, hard nickel and Watts 
plating solutions. Cathode potential 
cathode efliciency, resistivity and mte 
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VaeDermid, Inc. Appoints 
\. P. Innes 


W. P. Innes 


VacDermid, Inc. of Waterbury. 
Conn.. announces the appointment of 
W. P. Innes as technical director, with 
headquarters at the Waterbury plant. 

Mr. Innes recently was employed in 
the Research 


Electrochemistry 


Laboratories Division. 


Dept... at General 
Votors Corp. 

He is a Captain in the Voluntary 
\rmy Reserve Corps. Research and 
Development Group. also a member of 
the American Electroplaters Society 
and The Electrochemical Society. 

Mr. Innes is a graduate of the Mich- 
igan College of Mining and Technol- 
ogy and is a registered professional 
engineer of the State of Michigan. 


Diamond Alkali Appoints Two 


Managerial appointments at two 
portant branch sales offices of Dia- 
md Alkali Co. were announced re- 

cently by W. H. McConnell, the com- 

pany s director of sales. 
ffective November 1. Earl J. Mills 
become manager of the Chicago 
nch sales office. succeeding the late 


Charles W. Klaus. and John W. Ken- 


will be manager of the Southwest 


Di-trict sales office. which has its head- 
qucrters at Houston. Texas. 
METAL FINISHING, 
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chromic acid 
purified and 
reclaimed by 


ionXchange 


Pure chromic acid can be 
recovered from your ano- 
dizing baths...plating and 
rinse waterscan bereclaimed 
and recirculated .. . easily, 
economically .. . with this 
newest ILLCO-WAY devel- 
opment in ionXchange 
engineering. Standard and 
portable models (for treat- 
ment of several solutions 
located throughout a plant). 
Write for equipment details. 
Illinois Water Treatment Co., 
856-10 Cedar Street, 
Rockford, Illinois. 


Brostedt Appointed by 
Taylor Instrument 

Russell C. Brostedt is the new man- 
ager of sales to the metal industry for 
the Taylor 
Me 2 


Brostedt has a well rounded back- 


Instrument of Rochester. 


ground of 12 years experience with the 
favlor organization. including — the 
servicing of several major fields as an 
application and industrial sales engi- 
neer. 

He replaces J. Walter Schwarz who 
recently retired from the company after 
36 years association with the sales di- 


vision of the business. 


General Electric Appointments 
E. H. Powell has been appointed as- 


sistant manager of General Electric s 


1952 
































Richmond, Va.. apparatus sales office. 


a regional sales office with branches in 
Norfolk and Charlottesville. \Va.. and 
Williamstown, N. C. 

A native of Newell. W. Va.. Powell 
received a B.S. degree in electrical en 
gineering from the University of Pitts- 
burgh in 1926. Afier 2 vears as a stu- 
dent engineer in the Lynn. Mass.. plant, 
he joined lighting sales at Schenectady, 
\. Y. In 1929 he transferred to Svra- 
cuse, \. Y.. as a lighting specialist. In 
1932 he went to Philadelphia in the 
same capacity. and in 1947 moved to 
Wilmington, Del.. for general 
work. From November. 1949 until his 


present appointment. Powell managed 


sales 


the company’s Trenton. \. J... appar- 
atus sales office. 


L. S. Brumgard has been appointed 
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FASTER! 
BETTER! 


VAPOR DEGREASER... 


Available in all types, vapor, vapor-immersion, 
vapor-spray. Made in all sizes from small batch- 
type Degreasers to large custom-built monorail 


or cross-rod conveyor models. 


CIRCO Vapor Degreasers are suitable for 





Since 1923 


@ Operates with either Trichlorethylene 
or Perchlorethylene 

Reclaim own solvent automatically 
Constant solvent level control 
Positive dual vapor level controls 
Automatic (shut .off) safety controls 
Eye level thermometers, gauge 
glasses 


Clean solvent storage tanks 
leak-proof pumps 
Economicol—low operating cost 
Low solvent consumption 





operation with either Perchlorethylene or 


Easy to clean and service 





Trichlorethylene Degreasing Solvents. CIRCO 


Sturdy, long-lasting construction 





Degreasers distill and reclaim their solvent auto- 





matically. Dual vapor level control. 





Interiors zinc metallized for protection against 
corrosion or available in stainless steel construc- 
tion. New CIRCLAD Coating provides double 


corrosion protection. 
« 


Write for new CIRCO Degreaser Bulletin 


Menvtactured by 


CIRCO DEGREASING SOLVENTS 


CIRCO-SOLV -( Perchlorethylene) 
PER-SOLV-(Trichlorethylene) 


Both solvents—specifically 
manufactured for metal clean- 
ing. Stabilized — non-corro- 
sive. Best for all degreasers. 


YOPPER EQUIPMENT COMPANY 





120 CENTRAL AVENUE 


CLARK TOWNSHIP (RAHWAY), NEW JERSEY 
Offices in principal cities 


PER-SOLV (Perchlorethylene) « CIRCO-SOLV (Trichlorethylene) 


“CIRCO" VAPOR DEGREASERS + METAL PARTS WASHERS + DRYERS * 


SOLVENT RECOVERY STILLS 





manager of General Electric’s appar- 
atus sales office in Trenton, N. J., it 
was announced recently by the com- 
pany. He will replace Ek. H. Powell. 
A native of Littlestown, Pa.. Brum- 
gard graduated from Pennsylvania 
State College in 1937 with a B.S. de- 
gree. He joined the G-E organization 
the same year as a member of its test 
course. After various assignments in 
engineering and sales at Schenectady, 
Philadelphia and Pittsburgh, Brum- 
gard transferred in 1946 to the Com- 
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pany’s Philadelphia sales office as a 
cable specialist. 


For the last three years, prior to 
his new appointment. Brumgard has 
been engaged in central station sales 
work, 


Managerial Appointments at 
Diamond Alkali Company 
Managerial appointments at two im- 


portant branch of Dia- 
mond Alkali Company were announced 


sales offices 


METAL 





| 
| 


FINISHING, 





by W. H. McConnell, the comp. .y’s GL 
Director of Sales. re 
Effective November 1, Earl J. Jill; 
will become manager of the Chi ago T 
branch sales office, succeeding the ate 
Charles W. Klaus, and John W. » en. 
nady will be manager of the Sc uth. 
west District sales office. which ha. jts 
headquarters at Houston, Texas. 


The Chicago office supervises | ia. 
mond sales activities in a_nine-state 
area comprising Illinois, Indiana, | wa, 
Michigan, Minnesota, Wisconsin, Ne. 
braska, and the Dakotas. The South. 


west District embraces the states of 
Texas, Oklahoma, and Kansas. 

The move will return to Chicago a 
sales executive well-known in that 
area. From 1945 until 1949, Mr. Mills 
was manager of less-carload sales for 
Diamond at its Chicago office. 

Mr. Mills, who is 51, is a veteran 
member of Diamond’s Sales Depart. 
ment, Throughout his many years: with 
the company in sales, service, and :su- 
pervisory capacities, he has covered 
the country extensively and has built ™ 
up a wide acquaintanceship in_ the 
chemical and allied fields. 

The new manager of the Southwes! 
sales office, Mr. Kennady, is 42. He 
comes to the Diamond sales organiza 





ition from Kolker Chemical Works. Inc. Uy 
a Diamond subsidiary, which he has <, 
Leen serving as district manager al Pe 
Kolker’s Houston plant. 10 
Whitfield Chemical Co. tt 


\ppoints Grosser 





Herman G. J. Grosser 


The Whitfield Chemical Co., Det:oi! 


nd 





manufacturers of metal cleaning 
finishing chemicals for the industrial 
and ordnance fields. announces the 4p- 


pointment of Herman G. J. Grosse: a: f 
i ist) 
Cleveland District sales manager. I! 
M 


October. 19 Z 
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Gro cer was formerly Ohio sales rep- 
.¢ tative. 


Th W. D. MacDermid 
Che nieal Co. Appoints Tiers 


Robert H. Tiers 


(his firm announces the appoint- 
ment of Robert H. Tiers as chief chem- 
ist for the company. 

Mr. Tiers is a graduate of the Uni- 
versity of Connecticut with a B.S. de- 
sree and has taken graduate training 
n heat treating, metallurgy, electro- 
plating and surface chemistry at the 
of Connecticut 
School as well as the University of 


University Extension 
Pennsylvania. He was employed from 
1933 until 1944 by Pratt & Whitney 
lircraft Division of The United Air- 
crajt Corp., beginning as control chem- 
ist and advancing to an advisory posi- 
tion on the general manager's staff. 
from 1944 to 1952 he was employed 
by the Pennsylvania Salt Mfg. Co.. 
eventually heading the research and 
development administrative staff. per- 
taining to the development and manu- 
facturing of the metal cleaning divi- 
sion 

in his present capacity he will super- 
vise experimental and development 
work at the company’s laboratory, and 
also will be available for consultation 


and service work in the field. 


Harry C. Martin Elected 
Carborundum Vice-President 

farry C. Martin. director of research 
ind development of The Carborundum 
has been elected a vice-presideni 

company. it was announced io- 
y Clinton F. Robinson, president. 
rraduate of the University of Tor 
where he obtained his Bachelor 
of \rts and Master's Degrees in chem- 
ind mineralogy. Mr. Martin join- 
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details now. 








The New 


CUTMASTER 
For Automatic Buffing 


ance. Write, phone, or wire for full ; 


Gives extra service — cuts overhead 


— with cool running in perfect bal- z 


, WILLIAMSVILLE BUFF DIVISION 


labora- 


research 


ed Carborundum’s 
tory in 1913. 

About a year later he was placed in 
charge of the Company's silicon foun- 
dry operations. Mr. Martin was then 
transferred to the Coated Products Di- 
vision as control and product engineer. 
to establish standards and specifica- 
tions for raw materials and finished 
products and subsequently assumed 
duties in connection with rubber and 
shellac bonding materials. 

In cooperation with the late F. J. 
Tone, former president of The Carbor- 
undum Company. Mr. Martin conduct- 
ed extensive research on resin bonded 
fiber discs. A patent covering this work 
was recently granted. Mr. Martin was 
appointed assistant technical director 
in 1944 and promoted to tec hnical di- 
rector three years later. 


1952 





. The Bullard Clark Company 


“ DANIELSON, 


CONNECTICUT 





\ native of Napanee. Ontario. Can- 
ada. Mr. Martin is a of a 


number of technical societies. includ- 


member 


ing the American Chemical Society, 


\merican Ceramic Society. and the In- 


dustrial Research Institute. 


Diamond Alkali Forms 


Two Subsidiaries 


Diamond Alkali 
the nation’s leading producers of basic 


Company, one of 


chemicals. announced recently that it 
had formed two new subsidiary com- 
panies to handle its rapidly-increasing 
volume of export sales. 

The new concérns. both incorporated 
in Delaware. commences their activi- 
ties September 1. Diamond Alkali In 
ter-American Corp. is the sales outlet 
for Diamond chemicals in Latin- Amer- 
ica and other countries in the Western 
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TEAR OUT THIS PAGE — MAIL TODAY ™ ™ ™ 


We Invite You to Get 


PROOF! 
SPEEDIE 


Buffing Compositions 








® 





Mean 
Faster, Better Work 
in Your Plant! 


Dont SPEEDIE Buffing Com- 


positions will save time, cut costs for you! Prove 


take our word that 


it to your own. satistaction right in your own 


plant! 





If you are using any of the compositions listed 
below, check compositions required, pin to your 
company letterhead and mail today without cost 
or obligation for details of the SPEEDIE PERFORMANCE PROOF PLAN. 
Satin Finish 


Tripoli “Spray-It’’ (Liquid) 


Stainless Steel Grease Stick Tripoli 
Stainless Steel 


Nickel 


Chrome and Emery Paste 


Nickel 


Coloring Compositions 


Rouge and Crocus [|] Satin Finish 


THE BUCKEYE PRODUCTS CO. 


Cincinnati 16, Ohio 





7033 Vine Street 
Cable address: Buckprod 


Government and Industrial Divisions. 


William L. 


ant sales manager of the Industrial Di- 


Hemisphere outside the United States: 
{kali 
Inc.. serves all other areas of the world. 

Offices facilities of both new 
companies will be at 122 East 42nd 
St.. New York City. S. S. Savage has 


been elected president of the new exX- 


and Diamond International. Carolla, formerly assist- 


and vision, has been named sales manager 
of that division. 


John W. Reed, Jr.. 


coast representative for the Industrial 


formerly west 


port companies. Division, has been named sales man- 


: ; ager of the Government Sales Divi- 
Hollingshead Corp. Merges “i 
sion, 


Government and striz oe, ; 
ean -_— ind Industrial Officials of the Hollingshead Corpo- 
Sales Divisions 

manufacturer of 


ration, a leading 


The merger of the Government Sales 
Division and the Industrial Sales Di- 
vision of the R. A. Hollingshead Corp.. 
has been announced by vice-president 
in charge of sales. Donald O. Severson. 

Frederick H. Lee, Jr.. formerly sales 
manager of the Industrial Division has 


been appointed manager for both the 
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maintenance chemicals, are effecting 
the merger in order to combine all the 
sales of bidk items under one division. 


Dr. C. Fred Gurnham Appointed 
by Michigan State College 


Dr. C, the 
head of the Department of Chemical 


Fred Gurnham is new 


METAL 


FINISHING, 





Engineering at Michigan State ©. |e,, 
East Lansing. His appointment e| 
fective July 1. 


The 41-year-old chemical en ye 
has more than 20 years of expe: ene 
in industrial and educational aci- 
ties. He came to M.S.C. from Sufi 


College, Mass., where he had | ade) 
the chemical engineering curri:uly 
for four years. 

Dr. Gurnham received his B.~. ¢ 
gree from Yale University in 1932 and 
his M. Ch. E. and Eng. Sc. degrees 
from New York University in |94 
and 1942, respectively. 

He has worked as an assistan. py 
fessor of chemical engineering al !’ratt 
Institute: as chemical engineer for th 
Whitney Blake Co. and other industria 
concerns, and as an engineering con 
sultant. He 
engineer in 


is a licensed professiona 
New York. 


and Massachusetts. 


Conn Licu 
Dr. Gurnham is a membet 
merous professional organizatio! 
cluding the American Chemical So 
Institute of Chemi 
i:ngineers, American Society of lng 
National So 
of Professional Engineers. Sigma \ 
and Tau Beta Pi. He has contribut 


ety, American 


neering Education. et) 


several articles to professional yourna 
in the chemical engineering field. 1 
is particularly interested in the treat 
ment and disposal of industrial wastes 
and is a member of the President 
National Technical Task Committee f 


industrial wastes and of industri 
wastes and of industrial waste co 
mittees of A.LCh.E.. American Ek 


troplaters Society and American \ss 
ciation of Textile Chemists and Col 


ists. 


Johns-Manville Offers Film 


Johns-Manville recently completed 
16 mm, 36 minute. sound film tu 
color covering its diatomaceous si 
products called Celite. 

The title of this motion picture 
“Celite, The Story of How Johns-\a 
ville Puts the Diatom to Work.” \t« 
plains how the Celite diatomite depos 
was created over five million vears ag 

. . how the company mines this 
and converts it 1! 


usual material 


usable forms ... and how the unig 


properties of Celite are put to wor 


The camera takes you into various 
dustrial plants where Celite is used 
a filter aid shows some ( 
wavs in which Celite mineral fille 


prove products and processes... 4 


October. po) 


Sti 


p out other interesting Celite ap- 
ons. 
s film may be borrowed without 


charce from any of the 17 Johns-Man- 
vill sales offices located throughout 


the | nited States and Canada. 


Pennsalt Names McWhirter 
Wyandotte Works Manager 


1es M. McWhirter formerly 
Southern works manager for the Penn- 
syleania Salt Mfg. Co., has been ap- 
pouted manager of the Wyandotte 


Works, it was announced recently by 
W. F. Mitchell, vice-president. 

\ir. McWhirter replaces G. A. Nel- 
son. who, because of his wide back- 
ground and experience in electrochem- 
ical engineering, is being assigned to 
general engineering and consultative 
with 
current expansion and plans for future 


work in connection Pennsalt’s 


developments. 

\ir. McWhirter, while a newcomer 
to Wyandotte, has had broad experi- 
ence with the company and in indus- 
try. Coming to Pennsalt from the Gen- 
eral Chemical Co. in July, 1945, he 
was assigned first to the Natrona. Pa., 
plant. He was named superintendent 
1946. He assisted 
n engineering Pennsalt’s hydrofluoric 


there on January 1, 


and sulfuric acid operations at Calvert 
City. Kyv.. and became the first super- 
intendent of that plant when it began 
operations in June, 1949. He later was 
named Southern Works manager. hav- 
ing supervision of Pennsalt plants at 
Calvert City: Montgomery. Ala.: and 
bryan. Tex. Ritner W. Tomlinson was 
named to succeed him as superintend- 
nt at the Calvert City plant. 


t 
t 


Was also announced that Herman 
|. Kichenhofer, formerly assistant su- 
perintendent at W vandotte. has been 
named superintendent of Pennsalt’s 
new electrolytic chlorine. caustic soda 
nd hydrochloric acid plant, now un- 
der construction at Calvert City. 


l. Gormaliy, formerly superin- 


lendent of the Cornwells Heights plant, 
Was appointed assistant to the produc- 


lon manager and will make his head- 
quarters in the Philadelphia office. 
frank J. Power. assistant superintend- 


cnt. becomes acting superintendent at 
Ui wells Heights. 


‘Sterling Eleetric Motors, Ine. 
\ppoints Herbert F. Ziegler, Jr. 


e appointment of Mr. Herbert F. 
er, Jr. as manager of the Kansas 
( Missouri District Office of Sterl- 

lectrice Motors, Inc. has been an- 
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October. 


SUCCESSFUL SOLVER 
OF METAL CLEANING 
PROBLEMS FOR 


Alcoa 

Bendix-Westinghouse Air Brake 
Cleveland Graphite Bronze 
Ecko Products 

Firestone Steel Products 

Fort Pitt Hardware Mfg. Co. 
Mullins Manufacturing Co. 
Pittsburgh Forgings 

Thompson Products 


and many other 


major metal processors 






JIM HESTER 


Ransohoff Representative for 






Northern Ohio and Western Pennsylvania 


















bal 


At your service 
if you are located 
in his territory. 


Jim Hester ideally personifies the unusual competence of Ransohoff 
field engineers. His proved skill in whipping tough metal cleaning 
problems is backed by the great accomplishments and service of the 
extensive Ransohoff field and headquarters staffs which combine 
over 175 years of experience in the engineering and manufacturing 
of efficient metal cleaning and surface treatment equipment. 


N. RANSOHOFF, inc. 


EQUIPMENT FOR THE-SURFACE TREATMENT OF METAL 





5819 Vine Street 


nounced by Mr. Alan J. Bronold, Ster|- 
ings Vice-president of Sales. 

Mr. Ziegler is a native of Kansas 
City and is a graduate of Notre Dame 
University. After service in World War 
Il as Lieutenant j.g. in the Navy. he 





took post-graduate work at the Uni- 
versity of Friborg in Switzerland. Since 
that time he has gained wide and varied 
experience in industrial sales and_ is 
prepared to render motor application 
service to the industrial needs of the 


area. 


The Kansas City district office ad- 
dress is 1207 Grand Ave.. Suite 838- 
10, 

Mr. Bronold. also announced ap- 


pointment of the following additional 
distributors. 
Cascade Industrial Supply. Inc.. 


Market St.. Klamath Falls. Ore. 


S15 
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Cincinnati 16, Ohio 
Selma Foundry & 
P.O. Box 002. Selma. 


W.S. Wilson Corp.. 


Vachine Co., 
\la. 
11] So. Wilham 


St.. New York 4, \. ¥Y. 
Roger Brown Company, \11 Ek. Mis- 


sour. KI Paso. Tex. 

Herr Electric Company. 110 W. Con- 
way St.. Baltimore 30, Md. 

Story Electric Motor Repair C0, 
Paterson Ave., Little Falls. \. J. 

Woodbury & Company. 133 5. W. 
Ave.. Portland, Ore. 


269 


2nd 
Kingsley Appointed by 
Carborundum Co. 

The appointment of William J. King- 
sley as assistant general sales manager 
of The 


announced by F. J. 


has heen 


Tone. Ir. 


In his new position, 


Carborundum Co.. 
vice- 
president, sales. 
Vir. Kingsley general 


will assist the 
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NOW A BETTER 
INSULATION 


Yes, a better insulation for racks now available; good enough that 
in many cases the insulation will outlast the rack itself. 


The improved BUNATOL No. 1002 Paste rack insulation is of 
the heat conversien type and a single dip coat will provide a thick 














resistant coating that will stand snags and rough 
handling. High gloss surface insures free rinsing 
which avoids carry over from tank to tank. 


BUNATOL Paste insulation is applied over a 
single coat Primer which forms a permanent bond 
holding the insulation in place on the rack. No blisters 
or pockets to drag out solutions. The entire operation 
of insulating a rack can be handled in two to four 
hours. 


No. 1002 is a 100° 0 solids insulation without 
evaporation loss or shrinkage. Extremely tough and 
with great chemical and heat resistance. Not affected 
by any electro plating chemical, or by cleaners with 
the exception of the degreaser. Used on racks for all 
kinds of plating as well as for insulating anode bas- 
kets, tanks, piping and valves, screens and separators, 
coils, fume ducts and fan housings. No. 1002 Paste is 
also used for molding and casting of objects requiring 
chemical resistance, toughness, resilience, and wear. 












\ note on your letterhead will bring complete 
information and sample of the insulation. 





NELSON J. QUINN COMPANY 


TOLEDO 7, OHIO 





sales manager in all general sales ac- 
tivities of the company. 

Mr. Kingsley has been with Car- 
borundum since 1922, when he joined 
the sales engineering department. He 
transferred to the sales department in 
1930 and covered the Syracuse, N. Y.., 
area until 1950, when he became assist- 
ant sales manager of the Bonded Prod- 
ucts and Grain Division. 

Before joining Carborundum, Mr. 
Kingsley was employed by the H. H. 
Franklin Manufacturing Co., Syracuse, 
where he obtained practical plant ex- 
perience in grinding techniques. 

A native of Syracuse, Mr. Kingsley 
attended elementary and_ vocational 
school there. He now lives with his 
family in Snyder, N. Y. 
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Belke Scholarships Awarded 


Two Chicago youths have been 
awarded the first scholarships in the 
recently established Belke Mfg. Co. 
Northwestern University cooperative 
training program. Robert Blumenthal, 
age 19, and Gerald P. Glab, 18-year- 
old son of Paul Glab, secretary of the 
Chicago Branch of the American Elec- 
troplaters’ Society, will begin the 5- 
year program in September at the 
Technological Institute of the Univer- 
sity in Evanston, III. 

On completion of the program, the 
boys will be the first recipients of the 
new Bachelor of Science Engineering 
degree, which has been initiated at 
Northwestern in connection with this 
cooperative education plan, Over the 


METAL 
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5-year period, the award winner: will 
spend 12 quarters at school stu: ying 
various engineering subjects, ad 6 
quarters getting practical experien. ¢ jp 
local job plating shops, in manufe ‘tur. 
ing plants with large metal fini ing 
departments, and in the Belke j ant, 





Gerald P. Glab 


After the first year and a half, th 
students will be practically self-sup. 
porting as they will be paid prevailing 
wage rates while working in industry 

Glab ranked third in his June 1952 
class at Crane Technical High School. 
and was active in many student activi. 
ties. Blumenthal. a June 1952 graduat 
of Chicago’s Austin High, was 75t! 
in a class of 575, and spent his afte: 
school hours and vacation time work 
ing in various jobs to help support his 
family. 

Officials of Belke and the University 
believe these scholarships will go 
long way in solving the critical short 
age of trained men in the Electroplating 
and Metal Finishing Industry. 


Magnus Chemical to Disiribute 
Long Life Product 

The Marine and Power Plant Servic: 
Division of Magnus Chemica! Co., In 
Garwood, N. J... has been appointe: 
by Long-Life New ) ork as distributors 
of their product Long-Life. Long-Lit 
is a commutator and slip ring protecto! 
which extends the life of commutators 
slip rings and brushes. It is a_ past 
containing degummed castor oil. | 
fined oils and tallows and copper dus 
in colloidal suspension. 

When Long-Life is applied to « 
mutators, slip rings and brushe 
changes to an exiremely hard {ilp 
Part of this film is picked up by the 


brush, or between the slip ring iné 


brush. The film is oil and dustpro 
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P isburgh Plate Glass 

\ points Schweppe 


ppointment of John V. Schweppe 
a. production superintendent at the 


John V. Schweppe 


Shelbyville, Ind. Fiber Glass producing 
plant has been announced by J. Hervey 
Sherts, general manager of Pittsburgh 
Plate Glass Co.’s new Fiber Glass Di- 
Vision. 

\ssociated with Pittsburgh Plate 
Glass Co. since 1946, Mr. Schweppe 
had served as a supervisor in the tank 
department at the firm’s Creighton. 
Pa. plant. 

\ native of Tarentum. Pa.. Mr. 
Schweppe is a graduate of Washing- 
ton and Jefferson College with the de- 
gree of B.S. in chemistry. Prior to 
joining Pittsburgh Plate, Mr. 
Schweppe had four years World Wa 
Il service as a Lieutenant Commander 
with the U.S. Navy. 


James A. Rabbitt Retires 
From International Nickel 

lames A. Rabbitt, Inco Consulting 
ngineer, and an authority on Japan 
and the Far East retire from active 
service with The /nternational Nickel 
Co., Ine., on August 31, Dr. Paul D. 
Verica, President of the company, an- 


unced recently. 
lhe services of Mr. Rabbitt. who 
s been with Inco for more than 22 
irs, will continue to be available to 
company in an advisory capacity 
Far Eastern affairs. Mr. Rabbitt, a 
ive of Stamford, Conn., was 75 on 
rust 6. 
le is the author of several publica- 
is on nickel alloys in various indus- 
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gamble on tools? 


plating shop. 





National Rack Co., Inc. 
179-181 Madison Street, Paterson, N. J. 


American Rack Co., Inc. 
Cicero, Ill. 


4632 West 21st Place 


why amble ? 
GP 


When plating performance and your 
reputation are in the balance — why 


Today’s precision work requires the 
best in Plating Racks and Fixtures to 
put the odds in your favor; inferior 
materials and makeshift methods 
can no longer be chanced in any 


Get precision built Naraco Racks — 
they are individually designed and 
engineered for your particular job to 
guarantee the finest results — use 
Naraco equipment and be sure. 
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Imperial Plating Rack Co., Inc. 
1613 Industrial Ave., Flint,, Mich. 
Plant «2, 1008 East Ten Mile Rd., Hazel Park, Mich. 


tries and has written many articles for 
the press and periodicals in China, Ja- 
pan and the United States on Japanese 
industry. He also wrote “Ballads of 
The East” (1937) and “China Coast 
Ballads” (1938). 

Mr. Rabbitt is a member of the 
American Club. Tokyo: 
Club, New York; American Chemical 
Society; 


’ . > | 
Engineers 


American Faraday Society; 
American Society of Mechanical En- 
gineers (Fellow 1947. Life Member 
1949); American Institute of Mining 
and Metallurgical Engineers: 
Society of America; American Electro- 


Mining 
chemical Society, and The Iron and 
Steel Institute, London, England. 


Tin Research Institute 


The International Tin Research and 


nea-2 


Development Council has resolved that 
it will in future be known as The [nter- 
national Tin Research Council. This 
change will not affect the policy of the 
Council or alter its current activities. 


Kaiser Aluminum & Chemical 
Sales, Inc. Appointments 


Three new sales staff appointments 
were announced recently by Bert Inch, 
vice-president in charge of sales, Kaiser 
fluminum & Chemical Sales, Inc. 

Richard E. Hanson, manager of the 
firm’s Kansas City district office, was 
named assistant to John E. Menz, gen- 
eral sales manager, in the company’s 
Chicago general sales office. 

In the firm’s field sales organization 
Wallace A. Davidson was appointed 
manager of the Kansas City office and 








| ety, will sell and service the comp. ‘e 
| line of Unichrome Lacquers. Enam, ‘s, | 

- O RDER | and Synthetics with particular emp 4. 
AZ | sis placed on clear coatings for bri. \) | 
metal finishes. 


COPPER 


TN ANODES 


W PURE, 
UNIFORM COPPER 










WFULL RANGE OF 
SIZES & SHAPES 








Jack S. Brundage 


WDEPOSITS FASTER \ 


lifelong resident of Stamford. } 
& MORE UNIFORM | Conn., Mr. Brundage was an employee 
| of the Zapon Division of the Atlas RB 
| Powder Co. from 1936 until June of 0 
1952. He rose from laboratory assist- ) 
Call your nearest Hussey Warehouse ant to ~~ formulater and chemist e 
in 1939. From 


\pril 1941 to March 











OUR ( : iat 3 ; < 

104th YEAR 1946 he served in the U, S. Army. e 
1848-1952 rising from the rank of private to i 
captain in the Field) Artillery. Upon \ 

ee G. Leh y) & COMPAN Y release from the Army. Mr. Brundag: 
(Division of Copper Range Co.) returned to Zapon as a sales enginee: e] 
ROLLING MILLS AND GENERAL OFFICES, PITTSBURGH 19, PA. and held that position until joining S| 
7 Convenient Warehouses to serve you promptly ! | Nindied (lercakiuen. f. 

seiees 2850 Second Avenue CHICAGO... ....3900 N. Elston Avenue 

ooeae 5318 St. Clair Avenue ST. LOUIS.....1620 Delmar Boulevard | H 
seneheeben 140 Sixth Avenue PHILADELPHIA. 1632 Fairmount Avenue - Sipi Metals New Name for e 


ARE SE 424 Commercial Square 








Donald KF. Sheridan became branch 


representative of the Wichita, Kansas 


with the Pennsylvania Salt Manufac- 


turing Co., manufacturers of chemical 


Silverstein & Pinsof 


Effective September 1, 1952, Sipi 
Vetals Corp. is the new name for Sil- 
verstein & Pinsof, Inc., well-known 


Chicago smelters and refiners. 


sales outlet. The Wichita office operates salts. ! 
as a branch sales ofhce under the firm’s Mr. Shanaman is on leave from his The business was founded in 1912. | 
Kansas City headquarters. position as sales manager with the Operations, through the years, were Be 
CIP: A. Aipepetene Sheniteen Pennsylvania Salt Manufacturing Com- sachet pe aageci a majo M 
pany of Washington situated at Port- ™ove made to Me present location at 
\ppointment of LeRoy M. Shana- land, Oregon. He is serving the Gov- 1720 Elston Ave., Chicago. | 
man, Portland, Oregon, as chief of the ernment without compensation. Sipi Metals Corp. produces a com- F 
Inorganic and Agriculture Chemicals During the war, Mr. Shanaman was _ plete range of non-ferrous alloys, in- | 
Branch of the Chemical Division of the a lieutenant in the Navy and saw duty cluding brass, bronze, aluminum, lead. r 
Vational Production Authority, De- in the Pacific. tin, solder, shot alloys, anodes, babbitt. 
partment of Commerce, was announced a ; zinc base alloys, copper and nickel al- 
recently by Dr. George E. Holbrook. United Chromium Adds Another Lone: Wishil.ot covsies cleo iachaile Teo . 
Director of the Chemical Division. New England Representative Metal for the printing trade, zine, cop: ‘ 
Mr. Shanaman succeeds Mr. John Jack S. Brundage has joined the — per and other non-ferrous alloys fo 7 
WeMullen. New England sales and service staff electroplating, lead for the plumbing 
Vr. Shanaman was graduated from of the Organic Coatings Division of — industry, and die casting alloys. |n R 
the University of Oregon in 1933 with United Chromium, Inc. Mr. Brundage, 1950, the firm was appointed wa 
a Bachelor of Science degree. For the = a member of the New Haven Branch — house distributors of Reynolds alu 
past 17 years, he has been associated of the American Electroplaters’ Soci- num pig and ingot. ( 
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5, Stoneware Appoints Kiernan 
oward Farkas, Vice- 
).sident and General Sales Manager 
ie U. S. Stoneware Co., Akron, O.. 


Executive 


Frank J. Kiernan 


has announced the appointment of 
Frank J. Kiernan as sales engineer. 

Mr. Kiernan holds the degree of 
Bachelor of Science in Chemical En- 
cineering which he received upon com- 
pletion of a five-year cooperative 
course at the University of Detroit. 

He is a junior member of the Amer- 
ican Institute of Chemical Engineers 
and Chemical 


New York. 


Mr. Kiernan has had wide experi- 


Engineers of Greater 


ence in chemical processing, having 
specialized in the field of organic and 
line chemicals for a number of years. 
His work in pilot plant and semi-works 
production, plus research and develop- 
ment has given him a thorough knowl- 
edge of the process industries and re- 
lated problems. 

Mr. Kiernan has made his headquar- 
lers in U. S. Stoneware’s New York 
otlice at O00 East 42nd Street. 


Bohn Aluminum Appoints 
McCullough 


Raymond C. McCullough has been 
named divisional sales manager of 
behn Aluminum and Brass Corp., ac- 
ording to an announcement by Terry 
". Kuhn, vice-president. 

MeCullough has been serving Bohn 
as district sales manager of the Chicago 
olhee and will now make Detroit his 
headquarters. 

ile joined Bohn in 1949 and prior 
\o that time had been associated with 
Reynolds Metal Co. and Kaiser Alu- 

um and Chemical Sales Corp. 
was also announced that Richard 


lylward, a Bohn sales representa- 
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as 





Russe® COVERED 
UTENSAS 








Quseee COVERED 
TANK GRIDS 








AUTOMOTIVE RUBBER CO., INC. 


8601 


tive has been named manager of the 
Chicago office to fill the vacancy creat- 


ed by McCullough’s promotion. 


Kopecki Joins Carborundum 
Ernest S. 
Falls, 


Dent 
Lackey, Public Relations Manager. 


farborundum 1s lagaré 
Carl l ( Niagara 


N. Y.. it was announced by FE. 


As Assistant to the Public Relations 
Manager. Mr. Kopecki’s responsibility 
will be to conduct editorial relations 
with the industrial trade press. 

Coming to Carborundum with var- 
ied and extensive experience in the 
field of Kopecki 


earned his Science in 


metallurgy. Mr. 
Bachelor of 
Chemical 


Engineering at Marquette 


University, Milwaukee, and his 








P Rubber Protected Equipment 
— For Electroplaters 


Ruste UINED 
PIPE AND FITTINGS 


Let ARCO engineers assist you in converting 
to the “Diaphragm” method of plating. 










EPWORTH BLVD ° 


Kopecki has joined the 
Public Relations Department of The 


aaa re pry Y 2 






































@ For complete 
details ask your 
jobber or write for 
this Diaphragm 
booklet. 


DETROIT 4, MICHIGAN 


Master's degree in Metallurgy at Car- 


negie Institute of Technology. Pitts- 


burgh. 

Mr. Kopecki served with the L. S. 
Navy s Bureau of Ordnance during the 
war and was separated from service 
as a Lieutenant Commander. In 1945 
he joined the staff of “The Iron Age” 
where he subsequently assumed the 
position of metallurgical editor. 


He has 


Pennsylvania Salt 


been associated with the 
Vanufacturing Co.. 
Philadelphia. for the past several 
vears——first as sales service representa- 
tive and later as assistant manager of 
public relations. 

Mr. Kopecki has been active in a 
number of technical and trade socie- 
ties, and is a member of the American 


Society for Metals. 
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Davies Supply Moves to New Plant 


Davies Supply and Mfg. Co., leading 
Southwestern supplier of industrial 
plating and polishing equipment and 
materials, moved early in September 
into an ultra-modern new home espe- 
cially designed and constructed for the 
Davies firm at 4160 Meramec St., St. 
Louis 16, Mo. 

Besides the general offices, the new 
structure contains over twice as much 
warehouse and shop space as Davies’ 
former quarters at 2315 Delmar Blvd., 


St. Louis. L. A. Davies, president, 
states that the extra warehousing space 
will permit even better service than in 
the past on the numerous nationally- 
known lines of plating and polishing 
equipment and materials for which 
Davies is Southwestern sales and ser- 
vice representative. 

In addition, the enlarged shop space 
will permit the expansion of Davies’ 
present production of plating racks 
and tanks, to include various other 





types of plating equipment which _ jj 
be designed and built by the com) ny 
in the future. 

The new telephone number of he 
home office in St. Louis is MOh wk 
9332. The address and phone nun ser 
ef Davies’ branch office in Dallas re. 
main unchanged; 301 North Ma: ket 
St., Dallas 1; telephone PRospect 5.23, 


Hooker Opens Chicago Office 


Hooker Electrochemical Co. is open- 
ing a new sales office at One North La 
Salle St., Chicago, according to an 
announcement by R. L. Murray, Presi- 
dent. Charles Y. Cain, Hooker’s sales 
representative in the Chicago area since 
1945, has been named district sales 
manager, and Donald McKechnie, who 
has been in the company’s main oflice 
for several years, will be Chicago oflice 
manager. 

Location of the new office in Chi- 
cego, the announcement stated, will 
enable Hooker to better serve its cus- 
tomers in this territory and enjoy a 
larger participation in the rapidly 
growing market for chemicals in the 
Midwest. 

The new $12 million Hooker caustic 





DAVIS-K ONE OPERATION ANTIQUE GOLD SOLUTION 


Produces Constant, Beautiful Antique Effect 






\ \L/ 
Ras” 
ke 
= 


114 


54 West 22nd St. 





By using this one operation solution you no longer need resort to the 
old-fashioned procedures which entailed many steps and often resulted 
in non-uniform finishes. Uniform finishes are obtained with Davis-K one 
operation gold solution by the simple method which follows: 10-15 
second plate in the bath, plus a few minutes of ball burnishing. This, 
as all of Davis-K’s gold solutions, contains only “Certified U. S. 
Government Treasury Gold” and the highest quality (C.P.) 
Chemicals. Davis-K Gold Plating Solutions are bottled by Troy 
weight in all “color-constant,” popular shades. Are tarnish-resistant 
and ready for immediate use. When you're thinking of gold plating 

or have a plating problem — call on Davis-K! 





Service 


Our service today with its newly 
expanded facilities is fast and 
efficient. We are fully equipped 
to reclaim your old gold and 
rhodium solutions. Phone or write 
your precious metal plating prob- 
lems. We welcome them! 





DAVIS-K— 








“Where Glittering Elegunce Reflects 





METAL 





Lasting Quality.” 






ORegon 5-0094-5 
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RHODIUM— 
Plating Solutions 


Davis-K are distributors of 
Bakers’ lustrous RHODIUM 
solutions, that produce a long- 


lasting white finish. 











New York 10, N. Y. 





October. 1982 
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il od: chlorine plant now under con- 
1 tru tion at Montague, Mich., near the 
shor - of White Lake, will be the closest 
he pr ing plant of its kind to the Mid- 
wk wes, market and will result in sub- 
er stantial savings through reduced deli- 
re- ver) costs to consumers of these prod- 
<et uct-. the announcement stated. 
. Ra, id Eleetrie Celebrates Ten 
Yeors in the Rectifier Business 
- (hristmas came again in July for 
La employees of Rapid Electric Company. 
- The company marked the completion 
si- of ten years in the rectifier industry by 
les holding a dinner-and-dance party on 
_ July 3. One of the many pleasant sur- 
les prises of the evening was the distribu- 
‘ho tion of a mid-year bonus. . . = 
ice Rapid Electric’s history goes back Ten years is a long time in a young Carl R. Sare Elected \ ice- 
ice to World War II, when its first prod- industry like that of the selenium recti- President of Sly Mfg. Co. 
‘hs ucts were DC power supplies for elec- fier, and each of those years has seen Le ee ee ae 
tronic equipment. After the war, the startling advances in manufacturing si siataaieni thie Seitiieaads Saunas 
will company was among the first to see techniques, in unit capacities, in fea- ” presider ws “ , ae 
‘US: the possibilities of the selenium recti- og of design: Rapid Electric's tens & Machine Co., ~_ averpesl, io, 
1 fier as a oH st ret . oo oe anniversary celebration was, in a way, has been elected gan wee 
the nope: ag oe i ‘ah gee a recognition of the contribution which W. W. Sly Mfg. Co. and assumed his 
yaa 6 _o — ee its staff has made to the company, and duties Sept. Ist. it was announced by 
specialized in the design and manu- | Stan, Malini thts costes ck ae 
stic facture of plating rectifiers and their through the company to the industry ran - Klatt, presiden lana 
: associated controls. as a whole. Sare attended the University of 
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No Excess Weight ( ' 
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ne MOTOR GENERATORS 
. ...when Monel's ; 
: 7 on the job . we 
) ELECTROPLATING 
ANODIZING 
ng ELECTROCLEANING 
ELECTROPOLISHING 


Hefty Hanna here has weight worries. Maybe fat 
and flabby pickling equipment is out-weighing 
production efficiency in your plant. Remember 
Monel®. Monel is lean and strong. Thinner sections 
of Monel mean light-weight fixtures and heavier 
pickling loads for you. 








TANK 
RHEOSTATS 





hard to come by — it’s on extended delivery because 
of defense. So order well in advance giving 
your fabricator NPA rating and complete end-use 
information. 


| 
| 
| 
| Right now, of course, weight-saving Monel is 
| 
| 
| 
| 





And, today, write for “A Good Start To A Better 
Finish.” Free. of course. 


e TONG TEST 
AMMETERS 


Protected Territories Available to Qualified Sales Engincers 


‘SOLUMBIA ELECTRIC MFG. CO. 


CLEVELAND 14, OHIO 


e REVERSING 
SWITCHES 


| THE INTERNATIONAL NICKEL COMPANY, INC 
| 67 Wall Street, New York 5, N.Y ”" ss 


539 HAMILTON AVE. a 
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Pittsburgh and Penn State Extension investments: John L. Pischke, vice- course, and has applied for admi-sjoy 
College. He was employed by Jones president-treasurer, American Mono to the University of Washington \ \ey; 
& Laughlin Steel Corp. in Pittsburgh Rail Co., and Isaac Stickney, attorney. _ he intends to study electrical and + dj 


before joining Patterson. With Sly he - engineering. 
“i Tacoma Boy Wins Pennsalt 


President’s Scholarship Carney Honored by Metals 
Disintegrating Co. for Twenty 
Five Year Service 


will be primarily concerned with pro- 
moting dust filter sales. 

Sly. at 4700 Train Ave., Cleveland, Philip H. Fisher, son of Harry S. 
Fisher, a chemical engineer at the Ta- 
coma plant of the Pennsylvania Salt 
Manufacturing Co., of Washington. 
has been awarded the 1952 college 
scholarship provided by George B. 
heitzel, Pennsalt president. 

Mr. Beitzel makes one such award 
each year to a son or daughter of a 
Pennsalt employee who is selected by 
an independent board of educators. 
The scholarship committee this year 
consisted of Dr. James Creese, presi- 
dent of Drexel Institute of Philadel- 
phia, and Dr. Arnold K. Henry, dean 
of student affairs at the University of 
Pennsylvania. 

The scholarship provides $300 a 
year for four years of study toward a 





bachelor’s degree at an accredited col- 


Carl R. Sare 


lege or university. This year’s recipi- Elvin P. Carney 

Ohio. was founded by W. W. Sly in ent, who is a graduate of Federal Way Elvin P. Carney, Chief Control! 
1874. Directors in addition to Presi- high school at Redondo, Wash., at- Chemist of Metals Disintegrating Co.. 5 
dent Klatt include Mrs. Marie Sly, tained very high grades in high school. —/ne... Elizabeth. N. J... manufacturers cl 
Walter J. Carey of Gunn, Carey & Co., especially in mathematics and science — of metal pigments, metal powders and 








COMPLETE LINE OF 


FOR BETTER COPPER PLATING SUPPLIES AND EQUIPMENT 


DAYBRITE FOR TH 7 
ACID COPPER PROCESS METAL FINISHING TRADES 


Let DAYBRITE solve your COPPER PLATING prob- CLEANRITE METAL CLEANERS 


Metal Cleaners for all purposes. 











lems. Check these important, money-saving features: 


Vv Low Conversion and Operating Costs Honite Brand—Barrels, Finishing Chips, Compounds, | 
E . . . . | 
V Sigh: Meting Speed ee for the Barrel Burnishing and Deburring 
Vv High Degree Of Leveiing | | 
Specialized Tumbling Engineering Service 
\V Smooth, Lustrous Deposits Your sample parts processed without cost or obligation, | 
furnish cycle time, cost and materials best suited for | , 


\ Ideal As Undercoat For Chromium After 
Color Buff or Brite Dip. 


your jobs. | 


Consult our technical service for any assistance you 
DAYBRITE is time tested end proven. Write now for may require in the Plating or Metal Finishing Line. 


technical bulletin giving full details. 


DAYTON BRIGHT COPPER CO. | | ‘JACOB HAY Co SHAY COMPANY 




















1030 Valley St. Dayton 4, Ohio : Centralized Distributor P 
4014 WREST PARKER AVE. CHICAGO 39, ILL 
TEL. CAPITOL 7.8800 ‘ 3 ‘ 
Pm a 3 ; 

he 








116 METAL FINISHING, October, 195: 





metal abrasives, was the guest at a Sorensen Heads New Kelite Plant in Berkeley Heights. N. J. 


bin diner held in his honor, celebrating 
sx his twenty-five years of service with i 
- the company. 


ie affair, held on Wednesday eve- 
September 10th, was a gala one. 
’ al ded by over fifty of Mr. Carney’s 
ciates and the executives of the 
conpany. Highlight of the evening was 
th presentation by Mr. H. E. Hall, 
president of the company, of a gold 
watch, suitably inscribed, which was 
viven to Mr. Carney. 
in commenting on the occasion, Mr. 
Hall recalled Mr. Carney’s quiet yet 
eflicient manner of carrying out the 
assignments of his department, of the 





high regard in which Mr. Carney is 
held by many customers and others 
in the industry, for his untiring efforts 
in obtaining the highest degree of ac- 
curacy in his product analyses. 





Prior to his joining the MD organ- = 

ization, Mr. Carney was a chemist for Kelite Products, Inc.. manufacturers Sales for the Atlantic Division. Head- 

a number of years with the National of cleaning and processing compounds quarters of Kelite are in Los Angeles 

Lead Company. A graduate of Pratt and steam cleaning machines. has com- with additional plants in Chicago and 

Institute, he is a member of the Amer- pleted its new factory and sales offices al ca i o¢ 
ontrol ican Chemical Society, the American at Berkeley Heights. N. J. The inset an ieee pth, cag 
¢ Co. Society for Metals and the Electro- shows William Sorensen. Vice-Presi- ©ipal American cities and 15 countries 
— chemical Society. dent in Charge of Manufacturing and abroad. 
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FILTER 
MEDIA 


FOR ALL TYPES OF 
PLATING SOLUTIONS 


FILTER PAPER 

















, ir LABORATORY .... INDUSTRIAL .... Made from 
| i finest materials for accuracy and dependability . . . 
} ay C4 light and heavy weights . . . slow and fast filtering 
FREE! speeds . . . large stock maintained .. . cut to any 
| & size and pattern . . . samples furnished for experi- 
| ( mental purposes. 
nds, | 
ring | FILTER CLOTH 
, Se f A. Cottons, wools, felt, glass, nylon, silk, vinyon, soran, 
| y on metal mesh and many other synthetic materials cut 
| a pe , and sewn in all shapes ond sizes . . . many weaves, 
. (om. | | P ¢C ig B y. i TOR oy weights and finishes. 
a | ANSWERS ALL YOUR BUFFING QUESTIONS -l ASBESTOS PADS 
| for | ~ a Quolity filtering pads furnished in a range of grades 
-_ 3 varying in porosity and filtering characteristics. Sizes 
| » EASY AS A-B-C! ond shopes oral! needs 
q » re eee ae a ate en PRODUCTS: Filters, stainless steel 
v a ede -— storage and mixing tanks, fillers, pumps, conveyors, 
you | me : f } YOURS portable agitators, fittings and filter aids. 
Line. | WANT TO KNOW the right buff the right size. oe : . 
the right speed — for every buffing job? No need ABS L WRITE TODAY for further information and samples! 
. for every bufin : OLUTELY 
© guess or figure — just slip the pointer along this We will be pleased to discuss your filtration suppl 
handy pocket slide rule and read your answer in a FREE! and equipment problems without obligation. 
a jiffy! Ideal buffing guide for shop foremen or 
j plant superintendents. Compact, handy, durable — WRITE 


FILPACO INDUSTRIES 


- om ‘ DEPT. MF. | TODAY ON ae 
18, morican Taf Company | conrsns AN) «The FILTER PAPER CO. 


: \\ }// 2417 S. Michigan Ave., Chicago 16, Ill. 
2414S. LA SALLE STREET » CHICAGO 16, ILLINOIS ’ ‘ ’ 
“or the Job that's Tough, Use an American Buff” LETTERH EAD - 


fits in coat or shirt pocket. 





th il ie ite 


19;:Na METAL FINISHING, October, 1952 lie 








Lp thiined: 














ie gee 


Tiedeman Elected to Board of of 
Directors at Wagner Bros. 


Wagner Brothers, Inc., Detroit man- 


dent. Mr. 


ufacturer of plating anodes, electro- 


plating rectifiers and equipment, has 


Directors as 





MOTOR CITY 
PLATING NEWS 








Vice-President in Since then, Tiedeman has been Chief 
Charge of Sales, according to an an- 
nouncement by Joseph Wagner, Presi- 
Tiedeman joined the com- 
pany in 1947 as a sales engineer hand- 
ling the Wagner-Tiedeman Electropla- 
elected O. H. Tiedeman to the Board ting Rectifier which 


Engineer and Operations Manager. 


and promotion of electroplating recti- 
fiers became a major activity of the 
company. 

he developed. Mr. Tiedeman came to Wagner 











ting Solutions 


The only filter with all Lucite Plates. Quick changing 
filter covers. Self-priming. Made by the first manufac- 
turer of filters for the plating industry. Sizes for all 
requirements. Send for bulletin. 


Ses 7Z/ MANUFACTURING CO. 


947 N. Cicero Avenue 


Chicago 51, Illinois 
>. 


= JERI FOR PLATING PLANTS 
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Furnished 
A STURDY with or without 
MACHINE FOR attachable steel 
PRODUCTION OR ; | 
SHORT RUNS Tumbling Barrels 
DEALERS 
INQUIRIES 
INVITED. 
Universal — Portable Unit Saves Time, Space, Expense 


— Tumbles Solids or Mixes Liquids — Tilts through 90°. 


Can be used with various attachable barrels bolted to turntable or with your 
own containers which can be attached to turntable with clamps. 


SPECIFICATIONS—Anti-Friction Bearings — Automatic Belt Tightener — | 
19” Diameter turntable — 1/6 H.P. [10 volt A.C. single-phase motor — | 
Weight 80 pounds. | 


Write for catalog. 


RAMPE MANUFACTURING CO. 


3328 ST. CLAIR AVE., CLEVELAND 14, OHIO | 
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Under his direction, the production | 
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40 INCHES HIGH 








O. H. Tiedeman 


Brothers from Radio Controls, Ine., 
\ew York, where he was Chief Engi- 
neer. Previous to this he was with the 
U.S. Army Signal Corps Development 
Laboratories at Fort Monmouth, N. J. 
He received formal training at Pratt 
Institute. 


HKEKHHK HE 


The Plating Institute of Michigan 
held its first meeting of the year at 





the Pilot House in Detroit on Tuesday. 
Sept. 9, 1952. 

The meeting was very well attended 
and following dinner, the business ses- 
sion was opened by Robert Huber. 
President, who presented Ray Shock, 
executive secretary of the National As- 
sociation of Metal Finishers, who has 
been absent from Detroit for the past 
5 months working in Washington at 
the new NAMF headquarters. Ray 
gave a comprehensive resume of his 
activities in behalf of the organization 
in the Washington area. 

HHHTHHHHHR 

Auto City Plating Co. of Detroit has 
appointed O. A. Helser as director of 
industrial relations, a field in which 
he has worked for 16 years. 

Robert Wilson, with the 
company for the past three years has 
been transferred to the sales staff. 

Auto City is now devoting about 
15% of its production to defense 
work, a figure which H. E. Adelsperger, 
Jr., President, said probably would 
double by January Ist. 

The company is specializing in pre- 
cision silver plating on aircraft parts 
and precision hard chrome plating on 
aircraft and other defense items. 
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RIVETS - BOLTS - WASHERS - SCREWS 
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% © TWO-POINT 
CONTACT 


« LOCK-ON 
BOLT 


| # SPACING 
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# PERFORATED 





METAL FINISHING EQUIPMENT 
DETROIT 23, MICH. 


| GEORGE L. NANKERVIS CO. 


—___ 19255 W. DAVISON 


MItTAL FINISHING, 


Batches of rivets, bolts, washers 

and screws can be anodized in || 

one Nankervis basket without | 

mixing. Perforated spacer | 
plates keep each lot separ- 

ate — eliminating time- 

consuming sorting. Nan- 

kervis anodizing baskets 

last longer, too! Write 

for bulletin A-2. | 
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The Nelson Chemicals Co. has de- 
veloped a cold cleaning process for 
metals which rustproofs simultaneous- 
ly. Harold R. Nelson, President, an- 
nounces. 

Developed by Dr. Orlan M. Arnold, 
research director, the process operates 
at room temperature and eliminates 
fire and toxic hazards and gives ex- 
cellent bonding properties, enabling 
the metals to be painted after cleaning 
without further preparations. 


HRHEHHHH HH 


Wyandotte Chemicals has promoted 
three of their sales organization to 
new positions, Bert Cremers, vice- 
president in charge of sales announces. 

Howard F. Roderick was named 
director of sales, administrating sales 
and technical service of the Michigan 
Alkali Division. Roderick was formerly 
director of Wyandotte’s research activ- 
ities and has been with the company 
for 21 years. 

M. E. Clark has been elevated to 
general manager of product sales. He 
will co-ordinate sales programs on the 
various Wyandotte products and be 


liaison between manufacturing and 


IS YOUR PROBLEM 


| PLATING? 








J. HOLLAND & SONS, INC. 


MANUFACTURERS * DEALERS 


276 SOUTH NINTH ST. ¢ BROOKLYN, N. Y. 
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sales. Clark was recently manager of — end of the year for its jet and marine the manufacture of jet engines \ th KR 































































alkali and chlorine sales. engine program. Kaiser-Frazer needs General Electric Co., the pr. ip) th 
M. A. Thompson. formerly Chicago about 1000 aircraft workers for its speaker of the evening, Fred A aaj: - 
branch manager, was moved to direct Willow Run plant. General Motors — was introduced. Kraatz who is }.¢hpj. uct 
field sales from Chicago and carries needs engineers, draftsmen and metal cal Service Manager of the S.C. /ohp bee 
the title. general manager of field sales. fabricators for its various plants. son Co., Racine, Wis., talked 0. py ae 
shia lective wax coatings in industr) an du 
Hat Ht tt Ht HH p | bi tial Rte dm their particular application over | |ated ou 
; ennsylvania Salt g, Co. has pro- att 7 : ars 
Detroit now appears to have a man- : I “Ao coatings in these days of sub-\ituy . 
; moted Gustave A. Nelson from Works ee ed | 
power shortage as opposed to the job Mesienes 1k Wendie Mick. 16 as inishes, 
shortage of a few months back. Ap- rire , el ode tos 4 ” “— ~ BS ri Refreshments were served afi.» th - 
: eral engineering and consultive wor stint Bove 
proximately 20,000 more workers are ‘ tie . ‘ meeting, , 
/ é in connection with company expansion dev 
needed between now and the first of ite ee : 
the year to meet what may be the all ee oe oe y = 
oe ate paladins. aio , James M. McWhirter. Southern ite Me a 
time high in employment. The total Wile Memnice on bee seed ae Metal Industries. jo\, po. 
° ‘ ‘Le . 5 anager, as pee ame ¢ oO shers ¢ are ave : nny 
employme nt is now within a_hair- Se ae S "iil ae I a4 and buffers, have = to ney 
Ss Ss 2+ ost. i aroer arters ¢ pF oa 5 sana » 
breadth of the high reached in Detroit aig = —_— quarter: at 24220 Mound Det 
“1 1943 _ ‘Nelson has played an important part Rd., Centerline, Mich. from their old Jj Ind 
TI a ee 1 of in some of the companys most profit- — Jocation at 810 E. Ten Mile Rd.. Hay 
The reason for the need of man- able developments in chlorine and Park 
power seems to be the all out produc: caustic soda production and in several oe 
tion race by the automobile companies fields of electrochemistry at 36 He aE aE AE ae HE at Ma 
¢ ce ¥ Ssses Ss re “| oO = . ’ . Dis 
: make up eu lo suffered during pea Indiestrial Mead Foabsinniors 4 : 
RS: FOCERE MOG SeEENE. 8620 Lyndon, Detroit has added a ney Ind 
As an indication of the needs—Ford The September meeting of the De- addition of 5000 square feet of work si 
needs 1500 men of whom 20% must  troit branch of the American Electro- ing area. This addition. the fourth 
be skilled and the remainder unskilled —_ platers’ Society was held at the Statler — since the company started in January, — \ 
for heavy work. Chrysler hopes to Hotel on Friday, September 5. 1940, will be used for assembly onl | 
hire 5000 additional workers. Packard After the showing of a movie, “The and _ has full crane facilities over its ; 
Motor needs 7000 employees by the — Jet Story,” a film telling the story of — entire area. . 
ee 
J \ Electro-Cupratum 
C\ Za — BEAM-KNODEL CO. 
re a | Metropolitan Distributors 
f FOR CHROME PLATING | HANSON-VAN WINKLE-MUNNING CO. 
| 
A NEW AND REVOLUTIONARY DEVELOPMENT 
Electro-Cupralum Anodes are manufactured 
YY y by combining copper and lead through a 
Y Homogeneous Extrusion Process whereby 
y the two metals are chemically and insep- 
arably bonded together. 
Aj The resultant product consists of a full width 
YW Y continuous copper electrode with a Homo- 
yj { Y geneous lead covering on all sides except the ; weer 
Y 4 underside of the copper hook. | Complete Service for Metal Finishing 
Y 
Y ; FEATURE s | Products Listed Below Available in New York 
J 1. Ten times the electrical conduc- . . 
yy tivity of any Lead Anode. Stock With Reasonable Exceptions 
Lif 2. Faster, better plating. 
ae 3. Even distribution of current GENERATORS 
| HH} through solution. 
| 4. Permanently rigid. Anodes, All Kinds Tallow Nickel Salts 
| 5. Tenacious, insoluble coatings. | Brushes Rouge Copper Salts 
ut S| 6. No build-up of temperature. Buffs Emery Paste Cyanide 
y > 7. Periodic cleaning unnecessary. Cheat rs ested Tanks, All Kinds 
Y Electro-Cupralum Anodes are superior be- | Tripoli Comp. Emery Plating Barrels 
Y yf, cause they combine the superior conductivity Acme White Finish Gl ae Wheels 
Z of copper with the superior protection of niin nad olishing Lathes 
ff lead. 
y/ ‘| 195 LAFAYETTE ST., COR. BROOME 
KNAPP MILLS, INCORPORATED Phone CAnal 6-3956-7 NEW YORK 12,N. Y. 
r] 
. ne FILTERS 
xecutive ices: 
MAIZO LEA Buffing 
23-15 BORDEN AVE. LONG ISLAND CITY, N. Y. Drying & Polishing 
Y/ Yi: ie Materials PRODUCTS ss 
= 
\l 
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( Turner, managing partner of 


the co opany, said that in view of the 


s output of diversified prod- 
e new addition 
cessary without the extra need 


would have 
for fa ilities to handle its defense pro- 
assignments, which now ac- 
1 about 60‘. of the company’s 


ul} 

| strial Metal Fabricators _ pro- 

luces industrial washing machines. 

wens. draw furnaces and a recently 
developed machine for separating oil 

ind iter. 


% H% % 3 2b Gt 2 Ht 


Detrex Promotes Two in 
Industrial Sales Division 


fhe promotion of L. Camel to the 
position of Divisional General Sales 
\lanager of the Industrial Chemical 
Division and D. E. Williard to Divi- 
sional General Sales Manager of the 
Industrial Equipment Division is an- 


nounced by W. F. 


Vewbery, Director 


F of Sales for the Detrex Corporation. 


\ir. Camel will direct the sale and 
service of the Chemical Division prod- 
wts which include: emulsions and al- 








D. E. Williard at left and L. Camel, right, developing new sales and service plans with W. F 
Newbery, Director of Sales at Detrex. 


kali cleaners, strippers and spray booth 
compounds; 


cesses for rust-proofing, paint bond- 


ing and the cold extruding of steel: 


and the silicone coating removal pro- 
cesses and cleaning compounds for the 


Food Processing Div ision. 


Mr. Williard 


will 


phosphate coating pro- 


control the sale 


and service of the Detrex line of sol- 
vent degreasing machines and solvents. 
and the mechanical washers used in 
industrial production cleaning. 

These changes represent another im- 
narket and 


provement in customer 


service relationships. 














The production engineer's choice 
is lead lined tanks by STORTS 


THEY ARE economical all the way. Early deliveries 
‘ire assured because the know-how is here — 25 
ears of building lead-lined tanks. Quick and easy 
procedures 
maintenance-free 
ervice life because the Storts lead welding specifi- 
ition adds extra strength and life to all weld areas. 


nstallation because Storts 
imensional accuracy. Longer, 





38 Stone Street 
MERIDEN, CONN. 
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ALTE 


NO ROUGH DEPOSITS 
NO PITTING 





Gives clear filtrates, quickly, economically 
Saves time and moviey by reducing rejects 

Ne los; oF precious solutions 

Ideal for continuous or periodic filtration 
Corrosion-proof #316 stainless steel construction 


H.T. Lucite, #316 stainless, rubber-lined, or Sethrin* 
Resin filter assemblies 





50-1500 GAL/HR 
ANY ELECTROPLATING 
SOLUTION 


SETHCO 
FILTER 
PUMP 
ASI-600 





Write for literature 


74 Willoughby Sireet 
Brooklyn 1, N. Y. 




















Swanney. Me- 
Donald & Williams. 
manufacturers of 
automotive parts. 
have construction 
underway on a new 
plant for fabricating 
and polishing stain- 


less steel automobile 





trim parts at 2929 
On'tario Ave.. Burbank. Calif. 


Representing an investment — of 
$100,000, the new plant will have 22.- 
100 sq. fi. of area under roof and 
25.000 outside. Automatic and other 


polishing facilities of various types 
have been installed. Completion is ex- 
pected by December 1. when the facili- 
ties now housed at 4526 Cutter St., Los 
\ngeles. will be moved into the new 


Burbank plant. J. F. Swanney and 
Harry Williams are partners inthe 
firm. 

The new owners of National /lea' 


al! 






OF WORK CLOTHES COST! 


WORKLON 


industrial apparel of 


ACID RESISTANT 


*Du Pont Orion 
acrylic fiber 












WORKLON, INC. Deo CM: 


FOR OUR 
1953 
CATALOG! 


Firm Name 
Address... 
or ; 
Attention of delete 





ORLON’ 


ACID AND CHEMICAL 
RESISTANT 

ABRASION RESISTANT 
LAUNDERS AND DRIES 
QUICKLY 

NEEDS NO IRONING 
OUTWEARS COTTON 
AND WOOL 13 TO 1! 


253 West 28th St., New York 1 
FREE! WORKLON'S new and fully illustrated 16 page 
catalog of ORLON and COTTON WORK CLOTHES 





Treating Co., Los Angeles. which was 
recently sold by Ross Perrino, have 
completed incorporation have 
elected David Pullen as president and 
George Shaw, secretary-treasurer. 


and 


New West Coast Plant for 
American Chemical Paint Co. 

The American Chemical Paint Co. 
announces that it has acquired office 
and plant facilities on the West Coast 





George H. Williamson 


807% 






DU PONT 





: Perma } Soluble 
Black | Oil 
| Metal Additives 
eo | | Cleaners | 
Brazing | 
Flux ' 


MET 
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and expects to be operating ther: 
the first of November. 

The new ACP plant is locaid , 
Niles, Calif., which is about 25 
southeast of San Francisco. P esey; 
plans include the production of | etal 
working chemicals (rust proofin. ay 
paint-bonding phosphate coating «hey 
icals, pickling acid inhibitors) ay 
agricultural chemicals (plant hor 
and “Weedone” weed killers). 

Heading up the Niles’ ACP brane 
will be Mr. George H. Williamson, {, 


many years associated with the cop 


Ones 


pany in a supervisory capacity at jt 
Detroit, Mich. office. In addition, fie), 


representatives will provide teclinica 
servicing and consultation for ACP 


customers in the West Coast area 


Visitors to Los Angeles on business 
trips during September were L. | 
Lindahl, president of the Udylite Co 
poration, Detroit: and D. J. Swaning: 
of the buffing composition departme: 
of Frederic B. Stevens, Inc., Detroit 
Conferences with Jack Raskin, head oi 
the plating supply division of L. / 
Butcher Co., Los Angeles. were on thy 


schedules of both Mr. Lindahl and V 





PERMA 
BLACK 
PROCESS 


18-8 


stainless steel 
springs 
blackened 

to government 
specifications 
in addition 

to all other 
ferrous metals 
Operating costs 
reduced 


PRODUCTS 


THE STANDARD SUPPLY COMPANY 


460A Grand Avenue, New Haven, Connecticu 
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Swa inger. L. H. Butcher Co. and the 


Ste. os Co. now are subsidiaries of 


ber-Webb Co., Inc., on Septem- 
ber lst opened a new plant at 3864 


San a Fe Ave., Los Angeles, into which 
the lacilities for plating and processing 
tanks. plating racks, basket coating and 
other departments have been moved 


frou: the former plant in South Gate, 


lyn E. Webb, vice-president-gen- 
eral manager, reports the new plant 
contains 41,000 sq. ft. of area, quad- 
rupling the former facilities. Building. 

\deling and new equipment repre- 
sent an investment of $85,000. 

\mong new departments is one in- 
volving new processes for application 
of recently developed plastic materials. 
plant also contains fully 
equipped departments for lining tanks 


[he new 


with Koroseal as well as with the Para- 
line series of acid resistant materials. 
[he installation of acid and carbon 
brick sheathing is handled in the same 
This work will be done 
at the new plant as well as at the 
plants of customers. 


department. 


The firm is ex- 
elusive licensee in this area for B. F. 


CHEMICALLY PURE 


WATER 


For Plating Solutions & Hot Water Rinses 


COMPLETELY 
AUTOMATICALLY * 


Operating on the most efficient 
deionizing 
(intimately 
anion exchangers in a single 
unit tank), 





through 





Mono-Column 
only once—yet comes out t ith 
resistances reported as high as 
20,000,000 
steam power is ever required 
and there are no valves to op- 
erate. Even regeneration is ac- 
complished 
tically by the simple flip of a 
single switch 


Goodrich Company's Koroseal tank 
lining material as well as for the prod- 
ucts of American Anode Co. Stoner- 
Mudge and United Chromium prod- 
ucts also are used in connection with 
its protective coating applications. 

Donald B. Barber, president. an- 
nounced that the firm’s technical staff 
was augmented September 1 by the 
addition of George Bouffard, formerly 
with Proctor & Gamble, Chicago, who 
is now serving Barber-Webb as chem- 
ical engineer. Other staff promotions 
or additions are: 

William C. 
manager of aircraft 
Phil Simon, 
Webb and will now 


Pearce, promoted to 
part’s division: 
named assistant to Mr. 
concentrate on 
sales engineering problems: Douglas 
Goodan, formerly with Pan American 


Airlines, Webb 


in charge of plant and field operations: 


named assistant to Mr. 


Vernal Jones named supervisor of dip- 
ping and spraying departments. and 
Paul Everett, supervisor of tank lining 
department. 


“Old Soldiers Newer Die” says the 
song immortalized by General Douglas 
MacArthur, and the same thought 


might be applied to old platers. They 
may sell out and presumably “retire.” 
but it doesn’t take much persuasion 
to bring them back to the job, if only 
And so with Earl Coffin 
of Los Angeles. who some months ago 
sold his Palace Plating Works and re- 


tired to a Life of Riley. When Cliff 


Pierce, present owner of the job shop 


temporarily. 


which Earl operated for a quarter of 
a century, had to make a business trip 
to the 
phoned Earl to help out during his 


middle-west in September, he 


absence. Earl responded with alacrity, 
and apparently had the time of his life 
doing the things in the shop he form- 


erly regarded as hard work. 


William “Bill” 
the plating supply division of the A. /. 
Lynch Co., 
recalled for two weeks military service 
at Camp Stoneman. near Pittsburgh. 
Calif. During World War Il, Nairn 


served as a first lieutenant of the 27th 


\airn, supervisor of 


Los Angeles, in August was 


Division, seeing service in the Gilbert. 
Marshall and Marianas campaigns, at 
Okinawa and in Japan. He was recent- 
ly appointed to head the Lynch Com- 


pany plating supply department when 





technique known 
mixed cation and 





raw water passes 
Penfield Automatic 
Demineralizer 


, 


PERIODIC- REVERSE UNITS 





Write for Information 


UNIT PROCESS ASSEMBLIES, 


75 East 4th St. 


Of the Finest 
Quality for 


PLATING 


In the Modern Way 





Inc. 
New York 3, N. Y. 





No heat or 


L ° 
OPmMms. 


completely automa- 





*The new Penfield Mono-Column 
Demineralizer pictured above per- 
forms all its operating functions 
completely automatically — even re- 
cuts in effluent when proper pre-set 
Purity is reached after automatic 
regeneration. Write for full infor- 
mation on units of any desired 





RUBBER-LINED, 
LINED & NICKEL TANKS 
Specially fabricated to suit your 
individual requirements by Pen- 
field's Tank Fabricating and Lin- 
ing Division 
complete details. 


SARAN- 


Write todoy for 








capacity up to 10,000 gph. 


PENFIELD MANUFACTURING CO., INC. 


Meriden, Conn. 


DEMINERALIZERS 


19 High School Ave., 


FILTERS SOFTENERS DEGASIFIERS - 


Penfield 
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Jack Beall resigned to join Tom Turn- 
er and Hal Wells (both Lynch alumni) 
in forming the Crown Chemical & 
Engineering Co.. Los Angeles. 


Paul Franke of the Price-Pfister 
(Company s plating department in Los 
\ngeles, apparently has his automo- 
bile equipped with tires that give a 
mileage equivalent to the seven league 
boots of old. Paul hopped into his 
car on a Tuesday recently for a motor 
tour through California and the Pa- 
cific Northwest. He returned five days 
later with 1997 miles showing on the 
speedometer. His tour included a stop 
in San Francisco. then up the Red- 


wood Highway to Eureka. Calif. 
Grants Pass. Eugene and Klamath 


Falls, Oregon, a stop at Hidden Lake. 
and back down U.S. 101 to Los An- 
geles and the P-F plating room. 


The Extension Division. University 
of California at Los Angeles, on Sep- 
tember 16 opened night school classes 
in the science and practice of electro- 
plating. The 1952 Fall series follows 
the pattern of instruction and_ class 
frequency of previous courses in this 


field. which have been sponsored by 
the school in past years. 

The full course includes 18 sessions 
which are held once a week on Thurs- 
day from 7 to 9:30 p.m., beginning 
September 16. The course is again di- 
rected by Mitchell Raskin, Los Angeles 
consulting engineer, who brings to the 
instructorship a background of prac- 
tical plating experience gained by years 
of service as plating supervisor for 
various Los Angeles finishing and 
manufacturing firms. 

The course embodies a comprehen- 
sive survey of the science, techniques 
and practices involved in the various 
methods employed in electroplating 
for those engaged in some aspect of 
the field who wish to broaden their 
knowledge and experience. It includes 
the chemistry of plating: plating and 
cleaning equipment: cleaning. pickling 
and stripping methods; racking of 
parts, filtering, health and safety prac- 
tices, plating problems and their solu- 
tions, and types of plating from brass 
to zine. 

Two other courses of less direct in- 
terest to platers are being offered. One 
deals with recent advances in physical 





metallurgy, with Delbert M. an 
Winkle, physicist of the 
Hughes Aircraft Co. as instructor. [he 


research 


other course concerns applied fey; ous 
metallurgy, of which Orlo E. Br. wn 
Jr., metallurgical engineer of the 
Fletcher Aviation Corp. is the ins rue. 
tor. 

Fire early in September caused «am. 
age of $25,000 to equipment, materia 
and the plant of Products Reseurch 
Co., Glendale, Calif. 














AMERICAN ELECTROPLATERS' 
SOCIETY 





Los Angeles Branch 


Ninety members and guests attend 
ed the September 10 meeting of Los 
Angeles Branch, American Electropla- 
ters Society. in Rodger Young Audi- 





with 


lt will: 





Simplify your bright zinc plating 





as a constant cleanser and purifier 


1. Precipitate heavy metal impurities. 

2. Co-precipitate copper impurities, eliminating 
need for zinc dust treatment. 

3. Minimize need for decanting or filtering. 

4. Precipitate excessive carbonates. 

5. Reduce Brightener consumption. 


Try a 5-gallon can, $15.00; or a 15-gallon drum, 
$42.75, on 30 days’ approval. 


Sseiphur Products Co. /nc. 


Greensburg 7, Pa. 





cesses 








sRIGHTKR 


Z Barrel Nickel Plating 


with TRUE BRITE 
NICKEL BRIGHTENER 


Increase Production 


easy to control . 
entails costly delays. 


Save time 


can be operated at a higher speed. 


Reduce Rejects 


gives unbelievable uniformity of deposit in re 
... brighter, white color. 


Write for FREE bulletin revealing tricks on improving 
your nickel plating and cutting costs. 


TRUE BRITE CHEMICAL PRODUCTS CO. 
P, 0. Box 31, Oakville, Conn. 
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. cuts down on trouble that 
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tor mm. Los Angeles. which marked 
the esumption of monthly meetings 
fo ing a two-months vacation pe- 


ter the conclusion of the custom- 

ocial hour from 6 to 7 p.m.. din- 

vas served. and the business ses- 
< was called to order at 8 o'clock 
resident Myron Orbaugh. 

-itors introduced included: Harold 
Plucies, Keystone Plating Company: 
lanes M. Sowell, Federated Metals Di- 
vision. American Smelting & Refining 
( D. J. 


Stevens Co.. 


Swaninger, Frederic B. 
Detroit. Mich.: F. VM. Sut 
( Harshaw Chemical Co.: Ernest 
jaylor. General Electric Co.. Ontario. 
\dams Rite 
Glendale. Calif. 

Librarian Stuart Krentel requested 


Calif.: and Jerry Nahring, 
\lanufacturing Co.., 


in expression of opinion from mem- 
bers concerning their wishes in re- 
rd to 


etings. He pointed out that due to 


future speakers at branch 
Los Angeles’ geographic location, the 
branch finds it difficult to obtain many 
ood and timely 
iwailable to branches in the more con- 
veniently situated cities of the Middle- 
West and East. 


speakers who are 


Various members suggested — the 


problem could partially be resolved by 
more frequent scheduling of local tal- 
ent in the form of job shop owners 
er plating department supervisors with 
programs on practical platng subjects. 
More frequent panel d’scussions. with 
several speakers presenting 15-minute 
talks on different phases of the same 
subject. followed by open forum dis- 
cussion by the members. was also sug- 
gested. This latter form of program. 
it was pointed out. has always proved 
popular in the past. and the educational 
committee chairman was requested io 
attempt to schedule several such pro- 
grams each year. Krentel also request- 
ed the members to keep him posted on 
possible speakers for the branch’s next 
annual educational session in March, 
1953. 

Earl Coffin, 


cearch Committee. 


chairman of the Re- 
reporied two addi- 
tions to the branch's role of Rezearch 


Program Sustaining 


These are Metallon Corporation. Hunt- 


ington Park, Calif.: and Alert Supph 
Company, Los Angeles. 


The delegates to the 





solvents, Acids, etc. 





DIESEL CHEMICAL COMPANY 


243 - 4th AVENUE 
MAIN 2-0703-4 





>, If it's a Chemical you need, 
wr try DIESEL 


A complete line in stock at all times for 
immediate delivery. 
CADMIUM BALL ANODES 
Nickel, Copper, Zinc, Sodium Salts, Trichlorethylene, 


Quotations Furnished on Request. 


:} tele) 4 4) Be Fe @ 










DEPT. 10 


\iemberships. 


Supreme So- 


CORROSION-PROOF Ry 


Over a Quarter Century of Experience 








Strip Nickel 


“Speeds up removal of nickel plate’; 





pitting and roughening”; ‘Uses less acid’; 





Faster 


vse STRIPODE 


— the proved addition agent — 


Users are enthusiastic about STRIPODE. Here’s what they say, 
“Protects the metal from 
“Gives marked savings 














| by eliminating sand blasting and severe buffing operations”. pesannint 

Try it in your plant. syaisaies 

| ORDER A TRIAL GALLON! a 
THE CHEMICAL CORPORATION " 

54 Waltham Avenue 

SPRINGFIELD + MASSACHUSETTS 
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FREE! ( 
BARREL FINISHING 





cietv convention presented a report of 
their observations at the Chicago con- 
clave. Fred Raymond, chairman of the 
picnic committee, reported a good time 
was had by all who attended the outing 
in South Gate Park on June 29. and 
that the 
*)-) te ) 


Platers team won by a 22 21 score 


baseball game (which the 


over the Suppliers | Was a vigorousl\ 


performed, if not scientifically ex 


cuted. version of Americas national 


pastome. 


Due to the crowded program of ih 
business session. the iniiation of ap 
plicants for membership) was post 
poned until the October Sth meeting. 


The principal speaker of the meet 
Ing was H. E. Donaldson of t (ser 
eral Chemical Division. Allied Chem- 
ical & Dye Corporation. Mr. Donald 
*Fluoborates in the Pla- 


illustrating his tormal 


son discussed 
ing Room.” 
talk with illuminated slides dealing 
with the chemical formulae and make 
up of fluoborate baths. Since fluobor 
ates are coming into greater promi 
nence every day. the talk was one of 
rel I) rs and 


timely interest to the 


guests. 





. See 
° TANKS, th FUME DUCTS 


— AND PROCESS EQUIPMENT 
— e COMPLETE LINE OF 


PROTECTIVE COATINGS . 







CORROSION-PROOF 


MATERIALS + CONSTRUCTION + SUPERVISION 
4832 RIDGE RD. 










The CEILCOTE Co. CLEVELAND 3. OHIO 


PAGES OF 
FACTS FIGURES 
PHOTOS ON 


These 3 amazing booklets give you the 
inside story of advanced barrel finish- 
ing. Complete facts on sensational 
new developments in barrel finishing 
techniques - equipment - compounds. 
Write Dept. B10 for FREE Booklets 


(teSupersheen 


AMERICA’S LARGEST MFGR. OF ADVANCED BARREL 
FINISHING EQUIPMENT, MATERIALS & COMPOUNDS 


ALBERT LEA, MINNESOTA 














AMERICAN SOCIETY FOR 
METALS 


Presentation of two top awards will 
be the feature of the annual dinner of 
the American Society for Metals, 
Thursday, October 23, 1952, which 
will be held in the Grand Ballroom of 
the Benjamin Franklin Hotel in Phila- 
delphia, Pa. 

Dr. Robert F. Mehl, Head, Depart- 
ment of Metallurgy, Carnegie Institute 
of Technology, Pittsburgh, Pa., is the 
1952 recipient of the American Society 


for Metals’ Gold Medal. 


ASSOCIATION OF CONSULTING 
CHEMISTS AND CHEMICAL 
ENGINEERS, INC. 


This association will hold its annual 
Open Door Dinner meeting October 
28, 1952, 5:00 P.M., Hotel Belmont 
New York City. 


CHICAGO ELECTRO-PLATERS 
INSTITUTE 


Carl F. Hansen. Chairman of the 
Electro-Platers Institute, re- 
announced that the Institute’s 
32.500 reward offer to stop thefts of 
critical metals in the 


Plaza. 


Chicago 
cently 


Chicago area has 


been extended to August 31, 1953. 

The reward was initiated a year ago 
by the Institute following a series of 
thirty thefts of allocated metals from 
shops of member firms. Valued at 
$50,000 at normal market prices, these 
metals brought a reputed $250,000 on 
the “gray” market throughout the 
country, 

During the past year, seven defend- 
ants have appeared on metal theft 
charges. On August 8ih, Robert Spies, 
confessed burglar of five electroplating 
shops, was convicted of three of these 
burglaries. He is now in Joliet prison 
serving concurrent two-to-three-year 
sentences for the three thefts. Another 
defendant in the is await- 
ing trial. 


same case 

The Institute, which represents near- 
ly 100 job-shop metal finishing firms 
in the also announced 
reward offer was made 
1951, only six metal 
thefts have been reported. 


AMERICAN SOCIETY FOR 
QUALITY CONTROL 


Chicago area, 
that since the 
in September, 


This Association will hold the 7th 
Midwest Quality Control Conference 


at Indianapolis, Indiana, on Nove ber 
20-21, 1952. 








EDITORIAL OFFICE 
METAL FINISHING 
351 Broadway 
Westwood, N. J. 
Dear Sirs: 

For some time now | have been 
reader of METAL FINISHING and won 
der if you could help me to get in 
teuch with American manufacturers. 

I have my own factory in the Argen 
tine and am interested in_ finishing 
novelties. Since we cannot import the 
novelties I would like to enter a licens. 
ing arrangement with a manufacture: 
or anyone holding a patent on this 
type of finishing, to do the work here. 

Any help which you can give me 
along these lines would be greatly 
appreciated. 

Very truly yours, 
Jose MITTERWALLNER 
Avenida Lavalle 163! 
Florida FCNGBM 


Buenos Aires, Argentina 





DIXRIP 
ScRATCH BRUSHES ; 


SINCE 1856 


rh, 


LA 


“i 


For PLATERS, SILVERSMITHS, JEWELRY MFGRS., makers of 
Watches, Clocks and Electronics and other metal finishers. 
Supplied in straight or crimped brass, steel or nickel silver 


wire in sizes .0025 - 
sizes and shapes to order. 


Write (Dep't. M) on your letterhead for catalog and price list. 


DIXON & RIPPEL, INC. KINGSTON,N.Y. ~ 








.006 and in bristle, fibre or Nylon. Special 


































GUARANTEED BUFF CO., 
20 VANDAM STREET 
NEW YORK 13, N. Y. 


SERVING THE FINISHING INDUSTRY FOR 
MORE THAN 50 YEARS 


Complete Line of Guaranteed, Quality 


BUFFS & POLISHING WHEELS 


INCLUDING PATENTED, VENTILATED & BIASED 
STRAIGHT & 45° 
SOME SALES TERRITORIES AVAILABLE 





INC. 


WITH A 


“SPOKE-BUFFS” 

















Y 
is TOO SH 
Solution Contro 


QUICK 
ANALYTICAL 
SERVICE 





plating use... 


| 

| 

| ing, pickling, 
Take advantage of 

| our low cost ana- 

| 

| 

| 


your solutions to us 
for analysis. Imme- 
diate accur ate re- 
port by air-mail 


WRITE FOR INFO 


KOCOU 


RMATION 








1 |s Essential t Economy | 


\ KOCOUR Test Sets are available for every \ 
designed to provide a 
\ simple time-saving test on plating, clean- 
anodizing, 
ing solutions with dependable accuracy. l 
lytical service. Send § No knowledge of chemistry required 4 
. calculations minimized. 


Always specify KOCOUR | 
TEST SETS from your ‘ 


R CO. 


4802 S. St. 


and heat treat- 







supplier! 













Chicago 32. . 








| HANSON-RICHARDS, Inc. 
85-77 Chevy Chase St., Jamaica, N. Y. (OL 8-1661) 







PERIODIC 
REVERSE 
EQUIPMENT 


* 1000-6000 amp. capacity 
* Pat. No. 2508727 


(Dealer Inquiries Invited) 
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| “MERY & CORUNDUM COMPANY 








JAMES J. O’SHEA 


\) James J. O'Shea, Vice President 
and ~ales Manager of the Alsop Engi- 


neer'ng Corp., Milldale, Conn., died 
fuesday, August 19th after a brief ill- 


\ir. O'Shea, a pioneer in the field of 
lustrial mixing and agitation, had 
been with the Alsop Engineering Cor- 
poration for 18 years. 


He was born in New Castle, West 
County Limerick, Ireland, and came to 
the United States when he was 16 
years old. During World War I he 


served two years in the Army and saw 








ADLAI OR IKE? 


When it comes to running the Coun- 

| urge you to vote for the best 
man in November. BUT—when it 
comes to running your plating plant 
your best bet is a vote for ELEC- 
TROPLATING KNOW HOW — 
“The Shortest Course to Better Plat- 
ing!” Get your Ballot today from 
Josep) B. Kushner, Electroplating 
School, 115 Broad Street, Strouds- 
burg IV, Pa. 

















SOMMERS BROS. 
MFG. CO. 


MFRS. OF “BEACON” 


| Plating and Polishing Supplies and Equipment 

Complete Semi and Full Automatic Installa- 
| tions—Gold, Silver and Chrome Rouge, Stain- 
| less Steel and Satin Finish Compounds—Bufts, 
| Polishing and Felt Wheels. 














3439 NO. BROADWAY 
ST. LOUIS 7, MO. 
| 
x 
| Fg Ss 


‘’ ww 
a ow BRany 


TURKISH "EMERY 


s old time famous brand of emery is now 
stock. Many have been waiting for it. 
A available are POLISHING ABRASIVE 
st for finest finishing and AMERICAN 

| EMERY—most economical. 


HAMILTON 


ster Mass. 





a 





METAL FINISHING, 


October 


service at Chateau Thierry, Aisne, 
Marne, Meuse-Argonnes and St. Mihiel. 

Upon his return he joined the Wes- 
tern Electric Corp., in a New York, 
where he attended company schools, 
and became a member of its tool and 
die department. He joined Alsop Engi- 
neering Corporation in 1934 and work- 
ed in the developing of new types of 
chemical and industrial agitators and 
mixers. 

One of his developments was an agi- 
tator unit for the electroplating process. 
It was widely used during World War 
IJ in the electroplating of bearings for 
aircraft engines. 

In his position with Alsop Engineer- 
ing Corporation, Mr. O’Shea was in 
complete charge of the mixer, agitator 
and tank departments in both produc- 
tion and sales. 

He was a member of the Exchange 
Club, the Chamber of Commerce, the 


: Hartford branch of the American Elec- 


troplaters’ Society, the Southington 
Country Club, the Second Indian Head 
Division Association of World War | 
of Camden, N. J., the American Le- 
gion, and the Benevolent and Protec- 


tive Order of Elks. 
HUGH J. FRASER 


Hugh J. Fraser. Vice-President in 
General Charge of All Plant Opera- 
tions in the United States of The /n- 
ternational Nickel Co.. Inc.. died Fri- 
day, August 22 after a brief illness, in 
his 55th year. He resided at 45 Wood- 
Larchmont. New York. 
Born in Brockville. 


of Oliver K. 


bine Ave.., 
Ontario, the son 


and Margaret A. Fraser. 





use 








SAVE TIME... 
SMOOTHS... 


COPPER ALLOYS 
AUSTENITIC; STAINLESS STEEL.... 


MARTENSITIC STAINLESS STEEL 
CARBON. STEEL 


SAVE LABOR... 


BRIGHTENS . 
Removal of metal can be controlled down to .0002 of an inch. 


he attended Queen’s 
Kingston, Ontario, graduating in 1923 
with a Bachelor of Science degree. 
Mr. Fraser joined the Huntington 
(West Virginia) Works of The Inter- 
in May, 


1923, serving in various technical and 


University at 


national Nickel Company, Inc., 


operating capacities before being pro- 
moted to the company’s New York 
Office in February, 1935, as Assistant 
Manager of the Production Depart- 
ment. He was elected Vice-President in 
March, 1947, and in the 
was made Vice-President in General 
Charge of-All Plant Operations in the 
United States of International Nickel. 
He was also an Assistant Vice-President 
of the parent organization, The Inter- 
national Nickel Company of Canada, 
Limited, since June, 1943. 

Mr. Fraser was a member of the 
Canadian Institute of Mining and Me- 
tallurgy, American Institute of Mining 
and Metallurgical Engitteers, American 
Society for Metals, the Mining and 
Metallurgical Society of America and 
The Canadian Society of New York. 
He was also a member of the City Mid- 
day Club, New York, The Mining Club, 
New York, and the Larchmont Yacht 
Club, Larchmont, New York. 

Surviving are his widow, the former 
A. Muriel Dunne, formerly of Ottawa, 
Ontario: two daughters, Joan and Dor- 
cas, and two brothers. O. B. J. Fraser, 
of Westfield, N. J., and C. F. Fraser, of 


Toronto, Ontario. 


following June 


A Solemn High Requiem Mass was 
celebrated for Mr. 


tius Loyola Church in 


Fraser at St. Igna- 
Montreal on 


Monday morning. August 25. 





ELECTRO-POLISHING 
CONCENTRATES 


INCREASE PRODUCTION 
. . DEBURRS 








8G) s (ONC LOM 71010) 
ELECTRO-GLO #300 
.ELECTRO-GLO #400 
ELECTRO-GLO #500 





WRITE FOR COMPLETE DETAILS 


Electre-Glo COMPANY « 1428 SO. TALMAN AVE. » CHICAGO 8, ILL 


DISTRIBUTED BY 


WAGNER BROTHERS, INC. 
400 Midland Ave., Detroit 3, Mich. 


S52 


BAKER DISTRIBUTING COMPANY 
1105 W. 11th St., Cleveland 13, Ohio 





ADVERTISING RATES 
Per column inch per insertion 
1 time $8.50 
3 times - - - 8.00 
6 times - - - 7.50 
Yearly (12 times) 7.00 


READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— are 


ELECTROPLATING ™ 


POLISHING # 
RUST PROOFING ® 
CLEANING 
ANODIC TREATMEN 


























































































































































































































































































































































































































































































































IMMEDIATE SHIPMENT, 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND 

GUARANTEED ELECTROPLATING MOTOR 

GENERATOR SETS AND RECTIFIERS, WITH 
FULL CONTROL EQUIPMENT: 


PLATERS— 


1—7500/3750 Amp., 6/12 V.., 


1—6000/3000 Amp., 
sson. 


1—6000/2000 Amp., 6/12 V., Bogue. 


2—5000/2500 Amp., 9/18 V., 
Products, 25°C. 


1—5000/2500 Amp., 
sson, 25°C. 


1—5000/2500 Amp., 6/12 V., Eager. 

i1—3000/1500 Amp., 6/12 V., H-VW-M Co. 
—2500/1250 Amp., 6/12 V., H-VW-M Co. 
1—2000/1000 Amp., 6/12 V., “Optimus”. 
1—1500/750 Amp., 6/12 V., H-VW-M Co. 
1—1500/750 Amp., 6/12 V., Chandeysson. 
1—1000/500 Amp., 6/12 V., Chandeysson. 


— ANODIZERS — 
1—-4000 Amp., 40 V., Chandeysson. Exc. 


“Optimus”. 
6/12 V., Chandey- 


Electric 


9/18 V., Chandey- 


2—1000 Amp., 30 V., Ideal, Exc.-in-head. 
1—1000 Amp., 40 V., Chandeysson, 25°C. 
1—-500 Amp., 40 V., M.G.C., Exc.-in-head. 
1—400 Amp., 40 V., M.G.C., Exc.-in-head 
1—500 Amp., 25 V., Chandeysson, 25°C. 


— RECTIFIERS — 


1—2000 Amp., 6 V., G. E. Copper Oxide 
1—Green Selectroplater, 1800 Amp., 12 V. 
2—Udylite, 1440/720 Amp., 6/12 V. 


— BUFFING LATHES — 


3 HP, 5 HP, 72 HP and 10 HP, Divine, 
Hammond, M.G.C., Gardner and other 
popular makes. Also Rome Twin 5 HP 
and Twin 72 HP. 


— SPECIAL 

2—Crown 18 x 28 -— eal x 12 Centri- 
{fugal Dryers, S 

5—-24"’ and 30” Robbins & seein 2-Speed 
Ventilating Fans. 

2—Divine & Porter Cable Back Stand 
Idlers. 

2—Crown 2-Compartment & 5-Compart- 
ment Horizontal Tumbling Barrels. 

1—+1 Ronci Lacquering Machine. 


Above is partial list only. Write to us for 
all your requirements for Plating, Anodiz- 
ing and Metal Finishing. 


ANY OF THE ABOVE MACHINES MAY BE 
RENTED. WRITE FOR DETAILS. 


M. E. BAKER COMPANY 


25 WHEELER STREET, CAMBRIDGE 38, MASS. 
Phone: Kirkland 7-5460 








FOR SALE 


Slightly Used 
BUFFS 


© 
Loose and Sewed 
© 
Any Quantity 


MICHIGAN BUFF CoO.., INC. 
3503 GAYLORD AVE. 
DETROIT (12) MICHIGAN 








ARE YOU LOOKING FOR A SINGLE 
MACHINE OR A FULLY AUTOMATIC: 


4—-Klotz Machines for cutlery grinding and honing. 

1—Udylite Umbrella Type Fully Automatic Plating 
Machire, 10 stations, 6 rectifiers 720 amperes at 
12 volts each 

i—Stainless Steel Lined Tank 10 ft. long x 3 ft 
wide x 3 ft. deep, with stainless steel heating 
coils 

3—Henderson 2+5A Tilting Type Tumbling Machines 
with gearhead motors, wooden or steel tubes 

i—Cyanide Plating Barrel 30” x 14” diameter cylin- 
der with geared motor drive and steam coil. 

|—Triple Nickel Plating Barrel with rubber lined 
tank and three 30” x 14” diameter cylinders. 

2—Sel Rex Selenium Rectifiers 1000 amperes at 6 
d.c. volts and 500 amperes at 6 d.c. volts 

4—General Electric Copper Oxide Rectifiers 500 amp- 
eres at 6 d.c. volts. 

5— Devine Polishing and Buffing Machines 5 H.P.; 

H.P.; 10 H.P. and others (some variable). 

—Clair Surface Finishing Machines suitable to pol- 
ishing flat sheets etc. 

1—Conveyor Unit 115 feet long x 4 ft. wide heavy 
steel mesh belt with five spray booths and a 65 ft. 
long Oil Fired Baking Oven (suitable to automa- 
tic spraying and baking of large or small work in 
various colors or finishes). 

Plating Tanks — all sizes and linings 
(anodizing our specialty). 

Rectifiers - Generator Sets - 25 amps. to 10,000 amps 

Airbuffs - Compounds - Anodes - Chemicals - Etc. 

For Quality, Dependability & Service Call On: 
BRUCAR EQUIPMENT & SUPPLY CO. 

Box 433 Hempstead, L. I., N. Y. 


Telephone: Hyacinth 8-6122 














FOR SALE 


Available for Immediate Delivery 
® 


REBUILT AND GUARANTEED 
EQUIPMENT FOR 


@ POLISHING e@ ELECTROPLATING 
e SPRAYING e METAL FINISHING 


Motor Generator Sets, Rectifiers, Wood, 
Steel, Lead Lined and Rubber Lined 
Tanks, Steam Boilers, Rheostats, Pollish- 
ing, Buffing and Grinding Machines and 
everything needed for a modern metal 
finishing department. 


H & $ 


EQUIPMENT & SALES CO. 
278 So. 9th St. at B’way—Brooklyn 11, N. Y. 
EVergreen 7-2526 








FOR SALE 


PLATING MOTOR GENERATOR SETs 
(REBUILT) WITH COMPLETE PANEL 
EQUIPMENT — MOTORS — 3 PHASE 
60 CYCLE, 220/440 VOLT. 


1—HANSON VAN WINKLE MUNNING 
5000/2500 amperes, 6/12 volt, int le 
separately excited, 450 RPM, synct us 
motor. Ser. #7886. 


——-EAGER ELECTRIC 5000/2500 ar res, | 


6/12 volts, 514 RPM, separately excited 
Ser. #1844. 


1—HANSON VAN WINKLE MUNNING 
2000 ampere, 18 volts, 850 RPM. Separ 
ately excited Synchronous, Ser. $7719 


1—CHANDEYSSON ELECTRIC 1500 75¢ 
ampere, 9/18 volt, interpole design, 90( 
RPM, synchronous motor with exciter in 
head. Ser. #31203. 


1—COLUMBIA ELECTRIC 1500/750 amp 
ere, 6/12 volt, ‘nterpole design, 1200 
RPM, exciter in head. Ser. #45452 


2—BOGUE ELECTRIC 1000/500 ampere 
6/12 volt, interpole design, 1165 RPM, 
exciter in head. Ser. #’s 2014 & 2015 


1—ELECTRIC PRODUCTS 500 ampere, 9 
volts, 900 RPM, separately excited 


FOLLOWING SETS SYNCHRONOUS- 
3 phase, 25 cycle, 220/440 volts - 
COMPLETE. 


1—ELECTRIC PRODUCTS 1500/750 amp- 
ere, 6/12 volts, 375 RPM, Excit 
he ad, 25 Deg. C. Ser. #291195. 


1—CHANDEYSSON ELECTRIC 3000 1500 
ampere, 6/12 volts, 375 RPM Exciter in 
head. 40 Deg. C, Ser. #26174. 


POLISHING LATHES — NEW AND USED 
— CONSTANT AND VARIABLE SPEED 
SINGLE AND DOUBLE MOTOR DRIVES 
— 3 PHASE, 60 CYCLE, 220/440 volts 
to 20 H.P. — IN STOCK. 


REBUILT RECTIFIERS — GREEN 
UDYLITE — GENERAL ELECTRIC 
SELENIUM — 50 to 6000 ampere sizes, 


6/12 volt, with regulators, 3 phase, 60 le 
220/440 volt. 


1—BELKE 14” x 30” 
cylinder mechanical 
cyanide solutions. 


motor drive double 
plating barrel for 


MERCIL — CROWN — BAIRD — LA- 
SALCO — size #1 and #2 — ball burnish- 
ers. 

BAIRD — GLOBE — oblique tumblers 


NEW SELENIUM RECTIFIERS, complete 
with instruments, starter and built-in voltage 
regulators— 

\— 1500 ampere, 0-12 volts. 

5—-1500 ampere, 5-12 volts. 


4—2000 ampere, 0-6 volts. 


ALSO AVAILABLE — OTHER NEW AND | 


USED POLISHING LATHE, BARRELS, 
RHEOSTATS, RECTIFIERS, FILTERS, 
BLOWERS AND GENERATOR SETS 


WE CARRY A COMPLETE LINE OF NEW | 


AND USED PLATING AND POLISHING 
EQUIPMENT AND SUPPLIES. 


CLINTON SUPPLY. 


COMPANY 


112 South Clinton Street 
Chicago 6, MIlinois 
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